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China and Steel 


One of the greatest experiments ever undertaken is detailed in a fascinating 
article by Brian Crozier, published in Stee/ Review No. 15, a magazine issued 
by the British Iron and Steel Federation from Steel House, Tothill Street, 
London, S.W.1. It was the resuit of a publicity drive by the Chinese, who 
realized that to be a great power they must have a steel production comparable 
with the leading nations. According to the New China News Agencies, 
“over 6,000 small converters and other furnaces have been built in Peking 
in the past few weeks. Cadres from Government departments and factory 
workers, school-teachers, students, housewives, and peasants from communes 
on the outskirts have all taken part in this work.” 

All this is reminiscent of the British effort to collect scrap in wartime, even 
to the demolition of railings around parks and people’s houses—a campaign 
which was ended by air raids. Local demand for scrap soon comes to an 
end, however, and the cost of transport for small quantities results in an ever- 
mounting expense. Moreover, scrap is not a definite entity and unless carefully 
sorted, its distribution and remelting results in metallurgical difficulties and 
a reduced output of inferior quality. Thus, it is not surprising that the 
otherwise laudable Chinese scheme, with its obviously excessive strain on 
voluntary workers, was abandoned—and that the “ backyard steel” project 
in China met with economic disaster. 

It is obvious that China will need to build up a huge iron and steel industry, 
to replace that which was ruined by years of civil war. One large establishment, 
created between 1908 and 1910, was the Hanyang Iron & Steel Works at 
Hankow, and it is feared this must have been among those destroyed, for it is 
no longer mentioned as a major producer. It is not at all certain that China 
will continue to rely on Russia for all its steelmaking and foundry plant in 
the future. What is clear from this JOURNAL’S ever-increasing circulation in 
China, is that great interest is being taken in British metallurgical developments 
and, if we interpret correctly the future stability of the political field, there is 


a good chance of UK suppliers regaining what was once a traditional British 
market. 
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Dinner 
FOUNDRY TECHNICAL GROUP 

Last Saturday, about 60 members and guests of the 
Foundry Technical Group had dinner at the Star & 
Garter Hotel in Wolverhampton. The Group is 
comprised of past students and past and present staff 
of the National Foundry College and its predecessor, 
the British Foundry School. Mr. J. Bamford, prin- 
cipal of the College, was in the chair, and after the 
loyal toast, referred to the absence, for the first time 
out of 14 such functions, of Dr. J. G. Pearce, C.B.E., 
the president of the Group. (Dr. Pearce was attending 
the post-Congress tours of the International Foundry 
Congress in Madrid.) Mr. Wrightson of the College 
staff proposed the toast to “The Guests” and Mr. 
A. R. Parkes (assistant editor of the JOURNAL) re- 
sponded. Dr. P. Samuel (Her Majesty’s Inspector for 
Education) proposed the toast of the Foundry Tech- 
nical Group, and to this, Mr. J. B. McIntyre (secre- 
tary of the Group and senior lecturer of the College) 
replied. Topics discussed during the evening were the 
new sandwich course to be organized by the College, 
the status of its intake and its prospects. 

In the afternoon of the same day, the annual meet- 
ing of the Group was held and there was an exchange 
of members’ experiences during the year. The guest 
speaker on this occasion was a prominent member of 
the Birmingham Stock Exchange. 


Forth coming Events 


OCTOBER 27 
Institution of Plant Engineers 
South Wales branch: ‘‘ Properties of Molybdenum Disulphide 
and its Use as Plant Engineering Material,” by H. Peter 
Jost, 7.30 p.m., at the South Wales Engineers’ Institution, 
Park Place, Cardiff. 
Combustion Engineering Association 
North-western Region: Discussion on “ Problems in Oil-firing 
and their Solution,’’ opened by J. Scott, 2.30 p.m., at the 
Engineers Club, Albert Square, Manchester. 
Institute of British Foundrymen 
Slough section: ‘‘ Casting Defects,” by J. L. Francis, 7.30 p.m., 
at the Lecture Theatre, High Duty Alloys, Limited. 
OCTOBER 28 
Institution of Mechanical Engineers 
Applied Mechanics group: ‘‘ Strength of Thick Cylinders sub- 
jected to Repeated Internal Pressure,” by Prof. J. L. M. 
Morrison, Prof. B. Crossland and J. S. C. Parry, 6 p.m., 
at 1, Birdcage Walk, Westminster, London, S.W.1. 
Institute of British Foundrymen 
Birmingham branch: ‘“‘ Modern Trends in Gating Systems,” 
y G. L. Turner, 7.15 p.m., at the James Watt Memorial 
Institute, Great Charles Street. 
OCTOBER 29 
Southampton Metallurgical Society 
“Nimonic Alloys,” by Dr. Betteridge, of the Mond Nickel 
Company, Limited, 7.15 p.m. in the Engineering Block, 
Southampton University. (The meeting coincides with a 
Mond Nickel exhibition at Marlands Hall, and the com- 
pany has arranged for a coach to be at the disposal of 
visitors wishing to go on to the meeting.) 
OCTOBER 30 
Institute of British Foundrymen 
Falkirk section: ‘‘ Grey-iron Castings.’ by A. G. Fuller, 
7.30 p.m., at the Temperance Cafe, Lint Riggs. 
OCTOBER 31 
: Institute of British Foundrymen 
Sheffield and district branch: Branch dinner/dance, 


6 for 
6.30 p.m., at the Grand Hotel, Sheffield. 


Efco’s Foundry Division 

Efco, Limited, located at Weybridge, Surrey, announce 
the formation of a new division to extend their interests 
in the foundry trade industry. The company already 
supplies a wide range of equipment for drying cores 
and moulds and for the heat-treating of castings, and 
new products will include gravity die-casting machines, 
portable electric mould-driers, shell-moulding and shell- 
closing machines. 
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“ Coke for Smelting” Celebrations 


The Coalbrookdale Company on October 15 for- 
mally staged a celebrative programme to commemorate 
the successful use of coke in iron smelting. On this 
date, Lady Bridgeman, wife of the Lord Lieutenant of 
Shropshire, opened the pair of commemorative gates 
leading to the open-air museum site at the company’s 
Coalbrookdale works, where Darby’s original furnace 
is now preserved. The gates were cast in the Coal- 
brookdale works earlier this year. A recent acquisi- 
tion for the museum is a saddle-tank locomotive bear- 
ing No. 5, made in the Coalbrookdale works, and 
which has been given to the company by its previous 
owners, a quarrying company. Eventually this com- 
plete locomotive will replace the frame and wheels of 
a similar engine, which was all that the company had 
been able to assemble for the museum to com- 
memorate its one-time engine-building activities. 

Among distinguished guests at the Coalbrookdale 
commemoration was Mr. Hugh Molson, Minister of 
Works, who said that the preservation of important 
early monuments of the Industrial Revolution was now 
one of the widening interests of the Ministry. The 
Ancient Monuments Board, he said, had already begun 
a survey and a special conference on the subject would 
be held in December by the Council for British Arche- 
ology. 


Fundamental Discovery 

With particular reference to Abraham Darby, Mr. 
Molson said that his discovery not only made possible- 
the scale of the Industrial Revolution, but also it had 
much to do with the greatness of the coal industry in 
this country and had laid the foundation-stone of the 
steel industry. 

Complimenting the company on its foresight in 
restoring the original Darby furnace, Mr. Molson said 
that it, and the museum in which it was housed, had 
already aroused the interest of economic historians 
and would certainly interest the archeologists of the 
future. 

Other speakers at the anniversary luncheon included 
Mr. T. Offley Lander, chairman of the Coalbrookdale 


Company, Mr. G. Savile Steven, vice-chairman of 
Allied Ironfounders, Limited, Mr. C. Wilson 
Bennett, joint managing director of the firm, and 


Lord Forester, Deputy Lord Lieutenant of Shropshire. 


Latest Foundry Statistics 


Steel Castings: It is pleasing to record that the 
Bulletin of monthly statistics, published jointly by the 
Iron and Steel Board and the British Iron and Steel 
Federation has now recovered from the printing dispute 
and is once again up-to-date. It records that there 
has been an improvement in the employment position 
and that the 17,330 people employed on June 6 had 
increased to 17,550 by July 4. It was still a matter of 
nearly 2,000 fewer than a year ago. The estimated 
weekly average production of steel castings for July is 
recorded as 3,900 tons, whilst that of June now reads 
5,100. A more reliable figure is that for average pro- 
duction for the first six months of this year, 4,900 tons, 
whilst last year it was running at 6,000 tons. 

Copper-base Castings:—For the first eight months of 
this year, the British Bureau of Non-Ferrous Metal 
Statistics reports that production of pure-copper cast- 
ings and miscellaneous items was 5,200 tons, the same 
figure as that returned for the similar period in 1958! 
In the month of August 650 tons were produced. For 
copper-base castings, the month’s production was 
5,113 tons and for the first eight months of 1959 it was 
47,478 tons against 47,818 tons last year. 
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The Foundry Industry of the United Kingdom . . . 
. - - its Organization and Capacity* 


(Continued from page 316) 


By A. R. Parkes 


In last week’s issue, the manufacturers’ and employees’ associations 
were dealt with, and also the set-up of the British Cast Iron Research 
Association. In this concluding section, two further research associa- 
tions are first described. Then, under the main heading of Technology, 
the various activities of the Institute of British Foundrymen are quoted. 
An account of other foundry technological groupings follows and the 
Paper ends with sections on supplies and equipment associations and 
other contributing bodies to the foundry industry. Details of the 
industry’s capacity, and production statistics, are set out in Tables 3 to 5. 


British Non-Ferrous Metals Research 
Association 


Not possessing its own research association and 
having insufficient funds to maintain collective re- 
search independently, the Association of Bronze 
and Brass Founders has effected a h2ppy liaison 
whereby, for a trifling sum of much less than a 
penny per £ of foundry wages paia, ABBF mem- 
bers may participate in and benetit from research 
work done by the British Non-Ferrous Metals 
Research Association (BNFMA). This is effected 
through the ABBF Technical Advisory & Research 
Group which has a strong liaison with the 
BNFMRA, and much work to the advantage of 
brassfounders generally has been pursued. 

Unlike the British Cast Iron Research Associa- 
tion, the Non-Ferrous Association has no call on 
nationally-levied finance from industry, though for 
every sum put into the Association by members, 
the DSIR contributes a scaled amount from money 
collected through the country’s national taxation 
system. However, it must be realized that the 
BNFMRA caters also—in fact mainly—for 
wrought non-ferrous metals producers, founders 
being the “ poor relations ” of the Association. 

All BNFMRA members are either firms join- 
ing individually or firms joining through one of 
the group schemes operated in conjunction with 
various trade associations. Any firm having an 
interest in non-ferrous metals (meaning firms 
working in aluminium, magnesium, or other non- 
ferrous metal in addition to copper-base metal) 
either as a manufacturer or as a user of these 
metals, can join the Association at a subscription 
determined in accordance with its size and interests. 
In the case of firms operating in the foundry in- 
dustry, an attempt is made to relate the subscrip- 
tion to the wages bill of the foundry operatives. 
Quite a number of firms operating foundries have 
joined the BNFMRA as individual members, pay- 
ing either the minimum subscription or whatever 
1S appropriate, but the Association of Bronze and 
Brass Founders also has its own research group 
affiliated to the BNFMRA. 

Current work in hand by the BNFMRA on 
behalf of founders includes the following projects: 
2 Improvement in Copper-alloy Foundry Practice ”; 

Layer Porosity in Copper-base Alloys ”; “ Impuri- 


ties in Copper-alloy Castings,” and “ Zinc-base Die- 
casting Alloys.” Other general subjects take in such 
topics as hot-dip galvanizing, defects in plated zinc- 
alloy die-castings and refractories for melting 
furnaces, all of which have some application to 
foundrywork. 


British Steel Castings Research Association 


Until 1950, UK _ research on_ steelfounding 
materials, melting and moulding processes, etc., 
was carried on at the laboratories of the British 
Iron & Steel Research Association (BISRA), then 
housed at Battersea, London, and in Sheffield. In 
that year, however, having agreed amongst them- 
selves a scheme for improved finance, the steel- 
founders set up their own research organization, 
namely, the British Steel Castings Research Asso- 
ciation (BSCRA). Two years ago, the Association 
finished the building of new laboratories and it is 
now firmly established with excellent equipment in 
well-staffed premises at East Bank Road, Sheffield. 

Features of BSCRA work include co-operation 
with plant suppliers, as, for example, in the 
development of exhaust systems for pedestal 
grinders and swing-frame grinders; the design of 
moulding machines, and sand-reclamation plant. 
An exposure calculator for gamma radiography has 
been placed on the market by the Association. 
Although the new laboratories were only opened in 
June, 1957, they are at present staffed by 54 persons, 
of whom 30 are technically trained and, of course, 
work is also arranged through the staffs of member 
firms and the research departments of universities. 

At present, the chief projects on which research 
is in hand include the following: —Steelmaking: 
Oxygen-injection in basic-arc furnaces and gas- 
flushing of liquid steel. Foundry Processes: The 
effect of mould materials on the surface quality of 
steel castings; flowability of moulding sands; the 
CO,/silicate process; kaolinitic clays; mould- and 
core-bonding agents. Metallurgy: Microporosity in 
steel castings; magnetic properties, and heat-treat- 
ment. Plant Engineering: Sand _ reclamation; 
moulding-sand compaction and moulding machines; 
shotblasting and chemical cleaning. J/ndustrial 
Health: Assessment of atmospheric dust-hazards; 
efficiency of dust collectors; dust control of small 
tools, and noise abatement. 
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The Foundry Industry of the United Kingdom 
TECHNOLOGY 


Institute of British Foundrymen 


When the Institute of British Foundrymen (IBF) 
was conceived in the early years of this century, the 
foundry industry of the British Isles had grown 


to considerable dimensions during and following . 


the nineteenth century—which was known as “ The 
Century of Invention.” The output in tonnage and 
value of castings production was high, but the 
making of castings was still a craft process, with 
success depending on skill and experience. A num- 
ber of foundrymen who were anxious to apply 
science and compare results one with another 
sought to form some organization under which they 
could meet with others having similar ideas. A 
nucleus of six enthusiastic foundrymen met in 
Birmingham on April 9, 1904, and the British 
Foundrymen’s Association (as it was then known) 
was born. In the 55 years since then, it has attained 
—as “The Institute *—the status of the leading 
professional and technical body serving the 
country’s foundry personnel, with a membership 
multiplied a thousandfold. To-day, there are 15 
branches and 11 sections, covering also members 
and locations in South Africa and Australia. 


Democratic Constitution 

Full membership was, and still is, open to all 
qualified personnel in the UK foundry industry— 
moulders, patternmakers, foremen, managers, 
metallurgists, etc. Some attribute the phenomenal 
success of the Institute to this cosmopolitan mem- 
bership. It is the one body in the foundry industry 
where an apprentice who is an associate of the 
Institute (paying but 5s. subscription per year) can 
sit in conference with a top-executive scientist at 
the head of his profession, and where a moulder 
(perhaps, a trade-union man) can meet his employer 
on equal ground to discuss the technical develop- 
ment of his craft. It cannot be too highly stressed 
that the Institute of British Foundrymen serves to 
weld all other foundry associations together in 
close and friendly liaison. Right from the outset, 
wages and labour relations have been subjects 
barred from the Institute’s deliberations. 


Internal Organization 

It has been said that much of the strength of the 
IBF lies in its branches. For example, the largest 
of these (of which the present writer is secretary) 
organizes no fewer than 30 to 40 technical evening- 
meetings per year, together with social events and 
works visits. In addition, on a national basis, there 
are annually organized for members: (1) A con- 
ference, usually of almost a week’s duration and 
which embodies the annual business meeting, 
presentation of technical papers, merit awards, 
social events, discussions, and works visits; (2) a 
National Works Visits Day, where about ten 
foundry establishments in a given area issue invita- 
tions to visiting parties of IBF members, and (3) a 
two-day Foremen’s Conference, where topics of 
particular interest to this stratum of members are 
discussed. 
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TABLE 3.—Production of Castings in the United Kingdom, 


1940-58 (tons). 

| Iron Alu- Brass and | | Mg 
Year. | (including | minium. bronze. | Steel. | alloy, 

malleable). | 

1940 | 2,769,200 | 227,400 
1941 | 2,443,900 | 31,600 — 247,900 -- 
1942 | 2,467,800 47,300 | 133,542 337,900 — 
1943 | 2,408,200 | 59,600 143,450 q — 
1944 2,149,500 | 54,100 125,100 _ 
1945 | 1,979,200 34,200 76,259 
1946 | 2,537,300 | 35,061 71,891 | 198,000 
1947 | 2,846,400 | 46,703 72,639 208,300 
1948 3,283,900 | 48,680 | 67,564 234,300 
1949 | 3,388,121 | 47,978 50,986 | 236,000 
1950 | 3,486,892 | 57 52,888 240,700 
1951 | 3,752,527 | 72,245 73,713 | 269,747 
1952 3,830,737 77,348 66,303 | 310,000 
1953 | 3,638,000 66,556 | 50,093 | 306,800 
1954 3,742,000 80,836 60,930 | 296,400 
1955 3,925,070 90,206 72,072 312,142 
1956 3,899,170 78,564 | 77,055 331,421 
1957 3,715,100 7,000 | 77,148 335,100 

(estimate) | 

3,468,590* | 81,099 | 73,926 | 


287,000 


* 53 weeks. 
Technical Council 

The business of the Institute is managed through 
its General Council, elected annually and meeting 
quarterly, but technology and research matters are 
dealt with through its Technical Council, com- 
prising members mainly nominated from branches, 
In turn, this body—to some extent financed by four- 
figure contributions from the Joint Iron Council— 
arranges and actively pursues both pure research 
and foundry technological improvement. This is 
organized through the medium of a dozen or more 
sub-committees, each devoting attention to a specific 
problem. 

Liaison is maintained between the Institute and 
all other organizations of the UK foundry industry, 
both on an official and unofficial basis—the latter 
stemming from the fact that members prominent 
in other foundry groupings of the UK are usually 
also members of the IBF. Other work of the 
Institute is educational, this embraces all levels from 
craftsmen apprentices to managerial executives, 
including the organizing of competitions. 

At present, the membership rolls of the Institute 
admit of six grades: Honorary members; sub- 
scribing firms (288); members (2,066); associate 
members (2,722); and associates (1,011)—the 
figures in parenthesis indicate the 1958 totals in 
each grade. 


Other Foundry Technological Groupings 
Institute of Vitreous Enamellers (IVE) 

This Institute (secretary, Mr. J. D. Gardom, 
Ripley, Derbyshire) was founded in 1934, with very 
similar objectives in the sphere of vitreous enamel- 
ling to those of the Institute of British Foundry- 
men, with which body there is close liaison. The 
IVE issue a quarterly Bulletin for members and its 
deliberations are regularly reported in the Tech- 
nical Press. A feature of the activities is an annual 
conference usually held close to an industrial centre, 
and a Summer “School” is also organized. 
Recently, the IVE has participated in the setting up 
of an International Enamelling Association, and an 
interchange of delegate visits is envisaged with 
countries as far afield as Russia. 
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British Investment Casters’ Technical Association 


(BICTA) 


Less than a year old, this Association (secretary, 
Mr. J. Bolton, 5, East Bank Road, Sheffield, 2) has 
been formed to provide a forum for technological 
discussions arising between UK makers of precision- 
investment castings. Full membership is confined 
to firms making castings by processes in which 
expendable patterns—of wax, frozen mercury, 
resin, etc.—are used. The first annual conference 
of the Association was held in London. During 
the 1939-45 years, and to a decreasing extent since, 
the major applications of investment castings have 
been connected with the aircraft industry, but 
lately, increasing business has been sought and 
found amongst general-engineering applications. 
Many uses for products of investment founders 
have indeed been found in components previously 
produced by forging, machining from the solid or 
as weldments; thus attracting new business to the 
foundry industry. - 


Sponsoring Firms and (Metal) Development Asso- 
ciations 

The UK foundry industry enjoys valuable co- 
operation and technical support from a number of 
other organizations and large firms, many of which 
have an interest in encouraging increased usage of 
metals and other materials. Amongst these may be 
named the Mond Nickel Company, Limited (which 
operates a large research and development depart- 
ment at the disposal of both ferrous and non-ferrous 
founders), the Tin Research Institute, Copper 
Development Association, Zinc Development Asso- 
ciation, Aluminium Development Association, all 


TABLE 4.—Grey-iron and Malleable Production—UK Figures sub- 
divided according to Types of Castings (in Thousands of Tons). 


Main fields of consumption. 1956. 
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1957. 1958 

Building and municipal (pipes, | | | 

gutters, manhole covers, baths, | | 

sanitary goods) .. --| 324.6 | 331.7 | 298.0 
Cooking and heating apparatus, | | 

including radiators -| 197.7 | 193.2 | 174.7 
Other domestic appliances --| oF | 12.4 | 12.5 
Pipes and fittings for gas, naar | | 

sewage, etc. 5 .-| 684.3 | 581.6 | 499.8 
Coal mining 39.7 | 37.6 | 33.5 
Gas and chemical plant * ia 47.2 | 43.7 | 40.6 
Electricity generation and dis- ; j | 

tribution .. S267 | 2008 118.7 
Motor-car and cycle industry | | 

(excluding tractors) we 344.5 | 364.0 | 397.0 
Railway equipment nk --| $138.4 | 8344.5 | 345.3 
Shipbuilding 84.2 | 76.8 | 68.9 
Prime movers (turbines, engines) | 

for land use A 02.2 | 79.4 | 79.6 
Boiler-house plant for industry, | | . | ‘ 

ete. | 54.1 | 49. | 5.3 
Agriculture (ine! luding tractors) . 165.5 | 203.1 | 212.4 
Machine tools ; | 221.6 204.4 173.7 
Textile machinery . . --| $92.4 | 1201.2 82.6 
Valves, pumps and compressors os 97.2 93.5 87.1 
Ingot moulds for steel and non- | 

ferrous metal manufacture iS 429.6 434.4 360.8 
Iron and steel works plant and | 

rolls for mills . 147.0 162.4 149 
Cranes and convey ors for industry, ’ 

transport, ete. . ° 57.0 54.2 48.3 
Printing and inate machinery < 33.0 33.9 29.5 
Other fields én 316.6 | 232.9 210.7 

Totals .. 3,899.2 | 3,715.1 3,468 . 6* 
* 53 weeks. 


Interior (a), and exterior (b), of an Armstrong 
Siddeley ‘‘ Double Mamba” aircraft-engine air- 
duct in magnesium/zirconium alloy R.Z.5, made 
by Sterling Metals, Limited, England. The as-cast 
weight is 448 lb. (fettled weight 208 Ib.), and over- 
all dimensions approximately 44 by 3 by 1 ft. 
Forty or more cores and a number of chills were 
needed and X-ray inspection involved the taking 
of 22 separate radiographs. 


of which place a wealth of technical information 
and practical research freely at the disposal of 
founders. 


Typical of this type of activity is the establish- 
ment operating as the Association of Light Alloy 
Refiners and Smelters (technical offices, 3, Albe- 
marle Street, London, W.1). . Formed by the 
amalgamation of ALAR and the Federation of 
Light Metal Smelters, this Association represents 
the collective interests of the leading aluminium- 
alloy refiners in the UK in both commercial and 
technical matters. 
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In magnesium-alloy founding, collective assis- 
tance and co-operation is available mainly through 
Magnesium Elektron, Limited (MEL), (Clifton 
Junction, Swinton, Manchester), the primary UK 
producers of the metal. Here, work covers the 
whole of the magnesium field, but the emphasis is 
on new alloys and alloying methods, protective 
treatments, etc., rather than on foundry develop- 
ments per se. This information is made generally 
available and technical service is supplied to all 
magnesium founders. Information on zirconium 
alloys is given to MEL licensed customers who 
alone are able to make these products in the UK. 
By arranging occasional meetings with its custo- 
mers and in other ways, MEL help to promote 
liaison between different British founders and their 
principal counterparts abroad. 

It would be inexcusable to close this section with- 
out mention of the services rendered the UK 
foundry industry by other Technical Institutes, 
many of which have sessions and sometimes con- 
ferences on foundry subjects. Chief amongst these 
are the Iron & Steel Institute, Institute of Metals, 
Institution of Mechanical Engineers, Institution of 
Metallurgists, Institution of Production Engineers 
and the British Iron & Steel Research Association 
(BISRA). 


SUPPLIES AND EQUIPMENT ASSOCIATIONS 


Over the last 10-20 years, the United Kingdom 
has changed from being an importer of foundry 
plant, supplies and equipment, to one of the world’s 
largest exporters of such plant. Excluding 


mechanical-handling plant, mechanization equip- 
ment or material (such as abrasives, etc.), UK 
exports in 1956 of foundry- plant and equipment 
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totalled £989,000 as compared with home trade to 
the value of £3,960,000 (see Table 5). In addition, 


TABLE 5.—UK Home and Export Trade in Foundry Equipment in 
the Year 1956.* 


Value of de liveries x £1, 000 


E xport. Othe r “Tots al. 
orders. 

(1) Ss and- -pre paring machines (i. e. 

mills, disintegrators, etc.) 276 586 862 
(2) Moulding machines and mould- 

ing boxes 335 917 1,252 
(3) Shotblast plant 5 124 1,001 1,125 
(4) Melting equipment (ine ‘luding 

ladles) . ; 63 320 383 
(5) Core making machines, ple ant 

and accessories ° 40 145 185 
(6) Other equipment, including 

chaplets and studs (but ex- 

cluding mechanical-handling 

plant or mechanization equip- 

ment and materials such as 

abrasives, etc.) 151 990 1,141 

Totals .. 989 | 3,960 4,949 


* Latest statistics available at time of compilation. 


of course, there is considerable UK export business 
in pattern equipment and foundry materials and 
supplies. 


Foundry Trades’ Equipment and Supplies 
Association 
The premier UK _ association collectively 


covering the interests of firms making foundry 
equipment and supplying raw materials (other than 


‘pig-iron, coke, scrap, etc.) is the Foundry Trades’ 


Equipment and Supplies Association (FTE&SA) 
founded in 1926. Originally, its main objective 
was to exercise control over, and, to rationalize, 
exhibitions of the products of member-firms. Over 
the years, and particularly during and after the 
1939-45 war, the FTE&SA has 
been increasingly called upon 
to act collectively for members 
in negotiations with Govern- 
ment departments (e.g., on such 
matters as core-oil supplies), in 
research and development (as 
in the design of efficient ventila- 
tion ‘of stand grinders), in 
standardization matters (as in 
the standard specification of 
moulding box sizes), and in the 
improvement of working con- 
ditions in foundries (vis-a-vis, 
the Clean Air Act and the Iron 
& Steel Foundries Regulations). 


Spheroidal-graphite-iron base (5 
tons) of the centre-pivot for the 
radio telescope’ erected on 
Jodrell Bank for Manchester 
University. (Designers and 
consulting -engineers: Husbands 
& Company; casting made by 
Davy & United Engineering 
Company, Limited.) 
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Making iron die-castings by the 
Eaton-Erb process at Qualcast, 
Limited, Derby, England. The »° 
machine is a multi-station retary 
unit. 


This year, the Association 
has organized its own Foundry 
Exhibition at Bingley Hall, 
Birmingham. Here, about 100 
firms were showing the most 
modern and versatile foundry 
plant and. equipment in the 
world, as well as novel develop- 
ments in foundry materials, 
metals, sands, refractories, etc. 
Plant exhibited for the first time 
included new ideas for auto- 
mation in foundries and_ in- 
numerable mechanical aids, 
ranging from completely auto- 
matic self-contained moulding 
and coremaking units down to 
small tools and patternmakers’ 
sundries. 


National Society of Master Patternmakers 


Formed barely five years ago but already well 
established, the National Society of Master 
Patternmakers (NSMP) draws its membership 
from independent concerns engaged in the trade 
(as distinct from  patternmaking departments 
attached to foundry firms, though the latter are 
not totally excluded from membership). Increas- 
ingly, these master patternmakers’ shops—where 
as many as 300 skilled craftsmen may be em- 
ployed—are called upon to furnish elaborate sets 
of high-production pattern and corebox equipment 
as the foundry industry turns more and more to 
automation. In this sort of activity, technical co- 
operation amongst members has already been 
fruitful in achieving a degree of standardization 
of recognized’ types of pattern equipment, and 
negotiations On many other matters have been 
instituted. To date, the society has sponsored 
delegate visits to patternshops, etc., in France and 
Germany, and entertained a return visit from 
French patternmakers; at present, the possibility 
of further visits to see patternmaking establishments 
in other countries is being investigated. 


British Bronze and Brass Ingot 
Manufacturers’ Association 


Sharing the same secretariat as the Association 
of Bronze & Brass Founders, and co-operating 
fully with that body, is the British Bronze & Brass 
Ingot Manufacturers’ Association (BBBIMA), com- 
prising nearly all the UK firms engaged in the 
preparation and sale of non-ferrous ingots to 
founders. (In the UK it is common practice for 
the vast majority of non-ferrous founders to pur- 
chase certified ingot material for remelting, rather 
than to make up their own alloys from virgin or 
scrap metals.) 
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Sands, Coke and Scrap 


For the sake of completeness, mention must be 
made of the services rendered to UK founders by 
the supply associations covering sands, coke, and 
scrap metal. These are, respectively, the Silica 
and Moulding Sands Association (secretary, Mr. 
G. K. Timperley, 30, Gordon Street, London, 
W.C.1); the Foundry Coke Merchants’ Association 
(secretary, Mr. S. Owen, “ Exchange,” Birming- 
ham), and the National Federation of Scrap Iron, 
Steel & Metal Merchants (secretary, Mr. L. H 
Cryer, 33, Chancery Lane, London, W.C.2). 


OTHER CONTRIBUTING ASSOCIATIONS 


As must be expected with such a large and com- 
plex industrial structure as the UK foundry in- 
dustry, a number of other Governmental and pri- 
vate organizations are in continuous contact and 
co-operation in certain directions. Space will not 
permit the detailing of the modus operandi of 
these many integrations with the foundry industry, 
but the following remarks may be regarded as 
illustrative of the “fringe” activities undertaken. 
For example, the collection of statistics for the 
UK foundry industry is undertaken variously— 
the Iron & Steel Board is responsible for those of 
ironfounding, the British Iron & Steel Federation 
for issuing those pertaining to steelfounding, the 
British Bureau of Non-Ferrous Metal Statistics for 
copper-base alloys and the Ministry of Supply for 
light-alloy foundry statistics. 

On safe-working practices, safety devices and 
the legal aspects of working conditions generally, 
the Government Department concerned is the 
Ministry of Labour and National Service, acting 
usually through the Factory Inspectorate. Refer- 
ence has already been made to the activities of the 
British Standards Institution—this work is ar- 
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ranged always as the result of joint consultation 
between makers and users of products, so that 
every British Standard in effect represents a form 
of basic contract between producers and their 
customers. 


Educational 


In educational matters, the foundry industry is 
served mainly by joint committees, the membership 
of which is drawn from the major employer asso- 
ciations within the foundry industry, acting 
together with the Institute of British Foundrymen 
and leading educational bodies. 
interests of craft apprentices within the industry, 
the National Foundry Craft Training Centre has 
been set up and is managed by the Council of 
Ironfoundry Associations. This system takes young 
men from foundries at intervals during their 
normal five-year apprenticeship period and gives 
them intensive general training of a month or so’s 
duration at the Centre. The latter forms an annexe 
to a well-known Midlands iron foundry, with 
hostel accommodation provided nearby. For craft 
apprentices, the UK examining body is the City 
& Guilds of London Institute, which conducts 
examinations annually in foundry practice and 
patternmaking. 

Some of the foundry industry’s needs of highly- 
qualified technicians are supplied from students at 
the National Foundry College, situated at Wolver- 
hampton. This was one of the first of such 
educational institutions to be set up after the 1939- 
45 war to serve the specialized needs of certain 
industries. The curriculum of the College is of 
two-years’ duration, at the end of which successful 
students are granted Diplomas and become equiv- 
alent in status (in many respects) to university 
graduates. They form a nucleus from which 
senior executive positions within the industry can be 
filled. 

At yet a third level, excellent educational facili- 
ties exist in the UK for the foundry industry in 
the country’s vast network of high-grade technical 
colleges. 

At university level, graduates in science, engineer- 
ing, metallurgy, etc., are entering the UK foundry 
industry in increasing numbers. A _ gratifying 
feature of the present day is that higher education 
up to and including university training is available 
to all students possessing the necessary ability to 
make use of the facilities offered—irrespective of 
parental pecuniary status. 


Technical Press 


To complete this review of the UK foundry 
industry, it is necessary to make brief reference to 
the ubiquitous réle of the UK foundry technical 
Press. Long-established and responsible journals, 
published weekly or monthly, continuously mirror 
the events and changes within the industry. Reports 
of developments in all spheres of foundry practice 
are widely disseminated and a forum is provided at 
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which readers may apply for information from 
fellow foundrymen. Statistical, personal and trade 
information is collated and recorded, along with 
Patent information and descriptions of new plant, 
supplies and equipment, both in the UK and the 
foundry industry of the world. 
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If, as a result of publication of this paper, 
foundrymen in other countries find it easier than 
before to make contact with their “ opposite 
numbers ” in the UK foundry industry and easier 
also to address enquiries for technical or com- 
mercial help to the most fruitful quarters, then the 
Author will be well repaid for the effort involved. 


British Railways’ Express Services 


All express services between Euston, Birmingham 
(New Street) and Wolverhampton (High Level) will be 
suspended, as from November 2, but an augmented 
service will be provided between Paddington, Birming- 
ham (Snow Hill) and Wolverhampton (Low Level). 
Certain main-line express trains to and from Euston 
and the north will, however, stop additionally at 
Rugby to give connection with Coventry. This arrange- 
ment is said to be necessary to allow railway engineers 
to get on with the modernization and electrification 
work on the London Midland Region, which is to 
be speeded up. For the same reason, certain trains 
between Euston and Manchester (London Road) will 
be diverted to and from St. Pancras. 


Foundry Plant. Incandescent Heat Company, Limi- 
ted, Cornwall Road, Smethwick, Birmingham, have 
recently issued four brochures covering cupolas (FP.1); 
dust arrestors (FP.2); hot blast (FP.3) and ladles and 
receivers (FP.4). The catalogues are beautifully pre- 
sented, and the reviewer especially admires the front 
cover of FP.2 as being an excellent example of colour 
printing. An interesting aspect of all the plant illus- 


trated in this series of brochures is that none of it is 
as yet five years old. For those interested in all four 
sections of the melting plant dealt with, the collection 
has been assembled into one neatly-bound volume, 
which also carries an impressive list of customers. 
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“WELCOME on the Mat” 
at London-area Foundries 


Salient Features of Establishments to be 
inspected on IBF National Works Visits 
Day, this year to be held on October 30 
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On this tenth event of its type, the following works in the London area are to be visited by parties of the 
Institute of British Foundrymen: British Bath Company, Limited; K. & L. Steelfounders & Engineers, 
Limited; Ford Motor Company, Limited; Broom & Wade, Limited; Le Grand Western Foundries, Limited; 


Langley Alloys, Limited, and G. D. Peters & Company, Limited. 


What follows constitutes a “ pre- 


view ” of the visits, giving background information and “highlights” of the various foundry firms.* 


British Bath Company, Limited+ 


Mechanized production of bath castings was com- 
menced at Greenford 32 years ago, and British 
Bath Company, Limited, is now claimed to be the 
largest cast-iron bath manufacturing company in 
Europe. The firm have within the last 18 months 
completed the initial stages of a general works’ 
reorganization, with the installation of a new auto- 
matic plant for the manufacture of cast-iron bath 
castings, giving an output in excess of one-per- 
minute. This is in addition to the other mechanized 
foundry units which have been maintained in full 
production during major alterations to buildings, 
excavations and construction of the extensive 
foundations for the installation of the new plant. 
The unit forms part of a fully-mechanized and 
integrated sequence of moulding, casting, knock- 
out and sand treatment. 

The latest addition to the melting department 
comprises two lining-less hot-blast cupolas, with a 
single recuperative installation to preheat the com- 
bustion air. The molten metal is distributed to the 
pouring stations by electrically-operated overhead 
suspended telpher ladles. 

Visitors will have the opportunity of observing 
other stages in the line production, dressing and 
shot cleaning, and batch weighing of materials for 
the oil-fired enamel melters. In the manufacture of 
frit for vitreous enamelling at the works, the molten 
enamel is tapped from furnaces at intervals into a 
water quenching tank, producing the enamel in a 
crystal-like structure. After thoroughly drying, this 
material is screened and gravity fed to a vibrating 
feeder and thence into a number of continuous 
ball-mills for final grinding, and, afterwards, sieving 
and grading. 

In the process of vitreous enamelling which is 
applied to baths, after the application of a ground- 
coat enamel has been thoroughly air-dried, the 


“Another of the “host” foundries, viz: R. & A. Main, 
Limited, will be described in next week’s JOURNAL. 

+A lengthy description of these works was printed in the 
May 8, 1958, issue of Founpry Trape Journat under the title 
New Methods for Bath Production at Greenford.” 


casting is loaded into the enamelling muffles and 
gradually heated to a controlled temperature. Next, 
the casting, at red heat, is removed by a travelling 
fork and placed in a universally rotatable fixture. 
Operators then sieve dry enamel-powder on to 
the internal surface of the bath casting, in succes- 
sive operations, fusing the enamel evenly between 
each “ dusting.” 

The finished baths, produced in white and a range 
of coloured enamels, are, after cooling, carefully 
inspected for surface finish. Protective paint is then 
sprayed on the outside, and each bath is fitted with 
a protective envelope before passing to the storage 
warehouse, prior to despatch by the company’s 
road-transport fleet. 


Cope moulding-box being separated from the drag 
part on the cooling conveyor in the mechanized 
plant of the British Bath Company, Limited. 
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General arrangement of the new-sand_ storage 
hopper and the new-sand mill at the Greenford 
bathmaking plant of British Bath Company. 


The modern well-equipped patternshop, ceramic, 
metallurgical and sand laboratories, inspection 
organization, production planning and progress 
departments at British Bath, together with ancil- 
lary departments, all to be inspected by the visitors, 
will give a good idea of the comprehensive nature 
of this self-contained unit in a specialized industry. 


K. & L. Steelfounders & Engineers, 
Limited 


The works of K. & L. Steelfounders and Engi- 
neers, Limited, occupy over 70 acres of land at 
Letchworth, Hertfordshire. Letchworth was the 
first Garden City in this country and the early 
ideals in planning and housing have been almost 
entirely preserved, resulting in one of the most 
pleasant and well-balanced industrial towns in 
England. In these conditions, the company was first 
started in 1915, both as steelfounders and engineers, 
and was added to the 600 Group of Companies in 
1928. Continuous progress and expansion since 
that date have resulted in one of the largest steel- 
foundries in the United Kingdom, integrated with 
a large modern engineering works. This latter is 
mostly devoted to the manufacture of diesel/ 
mechanical mobile cranes, of which the works are 
the largest producers in Europe. 
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Over 90 per cent. of the large production of 
quality-controlled steel castings goes to supply the 
needs of those British engineering firms to whom 
high standards are important, and much of the 
output is supplied to the customer in the prelimin- 
ary-machined or finished-machined state, ready for 
assembly into the final product. Nearly 10 per 
cent. of the output is absorbed in parts for Jones 
cranes. 

A wide range of carbon, manganese, low-alloy 
and high-alloy steel castings is produced, suitable 
for general purposes and for resistance to corro- 
sion and heat. Long production-runs and medium- 
batch production of castings up to 2 tons each in 
weight is catered for; a special section being 
devoted to heavier castings. 


Melting, and Pattern and Core Production 


Steel is melted in three 5/7-ton top-charged 
basic electric furnaces and one 600-kw_ high-fre- 
quency unit. All raw materials used for melting 
are under the control of the metallurgical staff, 
working in well-equipped laboratories. Lamson 
pneumatic tubes connect the laboratories with 
the melting shops to provide samples for a rapid 
analysis of all the principal elements, so that the 
metallurgist in charge of the melting shops can 
have the final checks before tapping. In addition 
to the usual analytical, physical testing, metallo- 
graphic, heat-treatment and sand-testing labora- 
tories, there are departments devoted to non- 
destructive testing of castings by radiography, 
magnetic detection and acid pickling. 

Prominent features of the up-to-date pattern- 
shop are the teak wood-block flooring, under-drawn 
roof and radiant panels (steamheated) in the ceil- 
ing and the west wall, and full-height glazing to 
the north and east walls. All woodworking 


New Tablast cleaning machine with dual tables 9-ft. 
dia., receritly installed at K. & L. 
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machines have dust-extraction systems running 
underneath the flooring to cyclone dust-arrestors 
outside the building.  metal-pattern section 
adjoins the main patternshop. 

Large cores are hand made, and in addition a 
mechanized coreshop produces 150,000 cores per 
week. Coreblowing machines are in full use, to- 
gether with other mechanical aids, and the cores 
are placed on a continuous-moving conveyor belt, 
feeding into the drying ovens. 


Moulding and Metal Distribution 


The main moulding shop is equipped with jolt/ 
rollover machines and larger jolters for handling 
boxes up to 10-ft. square. Smaller sections of the 
shop are fully mechanized, having jolt-squeeze pin- 
lift machines for producing copes and drags. 

The “heavy” steel melting-shop covers an area 
of 12,000 sq. ft. and houses two of the 5/7-ton 
electric-arc furnaces of the swivel-roof type, basic 
lined. Refining by oxygen injection is carried out 
as routine practice. A similar 5/7-ton furnace 
serves the “light” foundry. All the furnaces are 
powered by 3,500-kva transformers and have auto- 
matic electrode operation by Amplidyne control 
with platinum-platinum/rhodium thermocouples 
for measuring temperatures. Also in the light 
foundry is a 600-kw_ high-freauency electric 
furnace. This installation is powered by an alter- 
nator set, provided with a 1,000-h.p. driving motor 
and operating direct from the high-tension supply 
system of 11,000 v. Here the furnace equipment 
comprises two 25-cwt. bodies and one 5-cwt. body. 

The three lectric-arc furnaces have a cycle time 
of 24 hours for each melt. Tapping is effected by 
controlled tipping into ladles suspended from over- 
head cranes. The furnaces have a high angle of 
tilt, up to 45 deg. by limit switch and up to 50 
deg. manually. Melting rate for the high-frequency 
furnaces is such that a full 
charge of 25 cwt, can be melted 
in about | hour 20 min. After 
tapping, the steel is taken to the 
appropriate section by power- 
driven transfer bogies, the ladle 
being transferred at the casting 
area to one of the overhead 
cranes, and the metal poured. 
To ensure good surface-finish 
and soundness, K. & L. are con- 
stantly improving mould gating 
practice and feeder-head tech- 
niques. They were one of the 
first companies to develop exo- 
thermic powders, a_ process 
applied to promote more 
efficient feeding. 


Section of the continuous 
Wheelabrator plant at K. & L. 
Steelfounders Engineers, 
Limited, Letchworth. It has a 
throughput of about six tons of 
castings per hour. 
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Sand supply to the 9,000-lb. capacity shockless, 
jolt-rollover moulding machine at the Letchworth 


steelfoundry. The machine takes box-parts up to 
10-ft. sq. 


After-treatment 


Normalizing, hardening and tempering of cast- 
ings is carried out in a batch of six 170 to 240-kw 
Birlec electric heat-treatment furnaces. Annealing 
is also done in oil-fired temperature-controlled 
furnaces. Rotary-hearth furnaces also are used for 
the heat-treatment of small castings needing liquid 
quenching. K. & L. have additional plant for 
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Battery of four (Monometer) molten-metal receivers in front of the two pairs of hot-blast cupola 
furnaces in the Ford’s Thames Foundry 


surface hardening by oxy-acetylene flame and by 
high-frequency induction. 

Coinciding with the urgent need for industrial 
development in north-west. Essex was the firm’s 
need to expand the facilities of their steel castings 
dressing-shops. Considerations indicated several 
advantages to siting such an extension at Halstead 
where there was a better chance to use the available 
labour force, and last year the company opened 
their Halstead branch. (Note: This will not -be 
inspected by the visitors ——EbITor.) 

During the first year of operation at Halstead, 50 
men have been absorbed and are engaged in the 
dressing of a weekly output of 60 tons of steel 
castings. 

Recent additions to the Letchworth plant 
include: a 9,000-lb. capacity shockless, jolt-rollover 
machine capable of taking a 10-ft. square box; 
a continuous Wheelabrator shotblast plant hand- 
ling a throughput of about 6 tons of castings 
an hour; a batch-type oil-fired mould-drying stove 
with a charging capacity of 20 tons; and a dual- 
table Tablast machine with tables each 9-ft. in dia. 


Ford Motor Company, Limited 


The all-day visit to the Ford Motor Company, 
Limited, at Dagenham will include a morning tour 
of the company’s new Thames Foundry and a visit 
to the Dagenham Works in the afternoon. A com- 
prehensive and detailed account of the new Thames 


Foundry was given in the May 29, 1958, issue of 
the JoURNAL. The new foundry was built on a 
virgin 22-acre site close to the main works and 
was designed primarily to cater for the production 
of cylinder-head and cylinder-block castings and 
sizeable tractor components on a mass-production 
scale. The two buildings which constitute the new 
Thames Foundry cover an area nearly three times 
that of St. Paul’s. The main building measures 
1,200 by 180 ft. and reaches as high as 70 ft. This 
building incorporates the main foundry operations 
of melting, moulding, coremaking and fettling. 
The ancillary building, which measures 700 by 60 
by 70 ft., contains the sand-handling and drying, 
casting, cooling, grinding and cleaning sections. 


Melting and Moulding 


Pig-iron and coke are brought in rail wagons to 
the foundry and special consideration is given to 
the handling of coke to keep breakages to a mini- 
mum, a telpher system being used to transfer con- 
tainers from the wagons and convey the coke to 
storage hoppers. These are placed adjacent to the 
cupolas to avoid any excessive handling. The 
same telpher system is also used in the handling 
of the limestone. Four 108-in. dia. hot-blast, 
water-cooled cupolas (two for each working shift) 
are installed for melting, and each cupola has an 
8-ton receiver which delivers the molten metal 
into ladles. These ladles are suspended on mono- 
rail-supported electric towing and hoisting units. 
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Also in this section, there is a 20-tons per hr. 
capacity pig-casting machine for taking any surplus 
metal. Passing on to the moulding section, here 
there are two moulding production lines, fed 
from their own automatic sand systems, and these 
are equipped with fume- and smoke-collection 
apparatus. Eight semi-automatic moulding mach- 
ines make up each line and these work in conjunc- 
tion with an 800-ft. continuous mould conveyor 
of the pallet type. Special hook carriers are used 
to remove castings from the drag mould, and 
a telpher bucket conveyor delivers the castings to 

the ancillary building where, after cooling, they 
| have the sand and cores removed by vibrators 
before being taken to the grinding machines for 
rough fettling. The castings are then returned, by 


Amenities and Services 


The main building of the Thames Foundry is a 
two-floor structure, the unusual feature being that 
melting, moulding, coremaking, etc., occupy the 
first floor while the lower floor contains the main- 
tenance equipment, offices, stores and all employee 
amenities, such as locker rooms, toilets, showers 
and canteen. The canteen can accommodate 700 
and hot meals are provided by the most up-to-date 
kitchen equipment. Each man is supplied with a 
heated twin-locker, one part for his working 
clothes and the other for his outdoor clothes. 


The steam and gas mains and the power cables 
all follow the line of a common trestle-way to the 


way of two further monorail-type conveyors, to 
the main foundry for further cleaning operations, 
and finally, to eight more fettling lines for finishing. 


new foundry from the company’s powerhouse and 
coke-ovens—a distance of about half-a-mile. A 
road joining the main plant to the main Southend 
road is carried northward over a new railway 
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8: Ground and first-floor plans of Ford Motors’ Thames Foundry, near Dagenham. 
Other Departments bridge, and a new connecting road eastwards runs 
The coreshop is located in the main building. over the River Beam to the foundry. In addition 
to The core sand is mixed at a central high-level to these new roads, nearly a mile of new railway 
to station and this operation is completely automatic sidings have been constructed for transporting raw 
1i- and actuated by a punch-card system. The mixed materials. 
n- sand is conveyed by two pneumatic systems to the The design and layout of the Thames Foundry 
to coremaking machines. All the cores are made by is the result of an exhaustive study by Ford’s 
he 39 semi-automatic vertical-type coreblowers. Cores engineers of all the principal foundries in America, 
he are taken by conveyor for drying to five continuous Europe and Britain. This, coupled with the com- 
ng horizontal ovens, these being built at an elevated pany’s 30 years’ experience of foundry operations, 
st, level to facilitate operations and also to provide has resulted in a modern “ work-flow” foundry, 
ft) storage space beneath. After leaving the ovens, incorporating the maximum degree of mechaniza- 
an a core-wash is applied to cores and this is then tion, automation and semi-automation wherever 
tal dried in one of three horizontal drying ovens. the processes have permitted, thus reducing human 
0- Nine core-grinder machines are installed to grind effort to the minimum cofnpatible with maximum 
ts. off surplus sand where required. production output. “4 
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The «“ Broomwade ” Foundry 


Some engineers are of the opinion that this 
century may become known as “The Age of 
Compressed Air,” believing that without it industry 
could not have achieved the phenomenal progress 
of recent years. Among the companies who have 
pioneered in this development, and followed the 
progress of the new industry is Broom & Wade, 
Limited, who produce a large range of com- 
pressed-air equipment in large factories and foun- 
dries at High Wycombe, Buckinghamshire. It is 
in the foundry, under close control, that the raw 
materials of the craft become transmuted into the 
utilitarian shapes called for in the production of 
this large range of compressors and _air-using 
equipment. In this modern, up-to-date mechan- 
ized foundry, high quality castings of up to ap- 
proximately 2 tons weight are produced at a rate of 
about 2,500 tons per annum, in high-duty; low- 
phosphorus cast-iron, to grades 14 and 17. Here, 
too, Broom & Wade “ take their own medicine,” as 
it were, in the extensive use of compressed air for 
foundry applications. 


Processes and Equipment 


The sand plant is situated on an elevated plat- 
form at the far end of the foundry. It consists 
of a battery of August Simpson No. 2 mixers, in 
which the sand is treated prior to being conveyed 
by overhead belting to the hoppers over the mould- 
ing stations. The core sand is also prepared here, 
in a Fordath mixer. The majority of the cores 
for the larger castings are hand made in a separate 
section on the foundry floor, although some are 
blown on a Demmler machine. 

The coreshop producing cores for the smaller 
castings is situated adjacent to the main foundry. 
Here extensive use is made of mechanical hand- 
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A party of visitors watch the 
pouring of medium-size moulds 
in the Broom & Wade foundry 
at High Wycombe. 


ling equipment to ensure a 
regular flow to the mechanized 
moulding plant. Thirty-five core- 
making stations are served with 
their raw material by overhead 
hoppers. “Green” cores are 
carried by a pendulum conveyor 
to two coke-fired Acme con- 
tinuous stoves, from which they 
are passed on by the conveyor 
to the finishing and spraying 
section. Here, both the spray 
cabinets and guns used are of 
B.E.N., Limited manufacture 
(an associate company of Broom 
& Wade, Limited). After a 
final infra-red stoving, the cores 
are passed on to the core stores, 
from where they are fed as 
required to the foundry. 

Moulds for the majority of the castings (up 
to 112 lb.) are produced on two Coleman Wall- 
work type CN 700-lb. jolt/squeeze/turnover 
machines, the moulds being cast both in green- 
sand, and after hardening by the CO, Process. A 
roller track carries completed moulds to a Cole- 
man Wallwork pallet-type continuous conveyor, on 
which they are poured from a ladle of metal 
carried by overhead crane from the melting fur- 
naces—two 30-in. and one 36-in. cupolas. A com- 
pressed-air cylinder is employed to push cast-up 
moulds off the conveyor to the knock-out station, 
from underneath which the used sand is returned 
in the normal way by belt conveyor to the sand 
reconditioning plant. 

Larger castings are produced from machine- 
made moulds subsequently stove-dried or _har- 
dened by the CO, Process. A “synthetic” sand 
is used for both green-sand and dry-sand moulds, 
and also as backing sand for the CO: moulds. 
One of the four overhead cranes serving the large 
area of the foundry floor is used almost exclu- 
sively to convey the metal from the cupolas to the 
pouring stations for the larger castings. Moulds 
from this section also are knocked out on a floor- 
grid and from here, too, the used sand is returned 
by belt conveyor to the sand-reconditioning and 
mixing plant. 

As might be expected, extensive use is made of 
““ Broomwade ” compressed-air tools in the fettling 
department, as well as the foundry. The cleaning 
section is suitably located to handle castings both 
from the mechanized plant and from the section 
producing the larger items. Other finishing equip- 


ment includes a shotblast cabinet and a small 
rotary blasting unit. 

Throughout the whole of the foundry such pro- 
cessing procedures have been adopted as_ will 
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Section of the laboratories at Langley Alloys, Limited. In the foreground are machines for the physical 
testing of sample bars for tensile and compression strength, Izod impact, etc. 


permit the maintenance of a high degree of quality 
control. Metal samples from each melt are tested 
in the works laboratory and rigid surveillance is 
exercised over both moulding and core sands. 


Langley Alloys, Limited 


Langley Alloys, Limited, Slough, was founded 
as a private company in 1939, with the object of 
producing special copper alloys. To-day, it is 
significant that many of the original alloys are 
still in regular production and remain unsurpassed 
in the applications for which they were designed. 
During the war, the range of alloys made was 
extended to include certain nickel alloys and, in the 
post-war years, the production of these rose sharply 
and in addition, the manufacture of austenitic 
stainless-steels was undertaken. Langley Alloys 
perform a specialist service to industry, in co- 
ordinating the development, production and appli- 
cation of alloys in both cast and wrought forms. 
This service provides the essential link between the 
company’s laboratories and industry, so that the 
fullest possible use can be made of materials 
currently available, and research can be expressly 
directed towards the development of new materials 
demanded by the increasing progress of modern 
industry. 


Sand- and Shell-moulding Foundries 
The sand foundry at Slough is equipped to pro- 
duce—by both hand and machine moulding—a wide 


power. 


variety of ferrous and non-ferrous castings up to a 
weight of 27 cwt. A speciality is made of pump 
casings, impellers and valve bodies in aluminium- 
bronze, gunmetal and stainless-steel, and many 
castings are provided for the electrical industries in 
high-conductivity copper. The Langalloy nickel- 
base alloys and stainless-steels are employed for 
duties necessitating high resistance to corrosion or 
for ensuring high purity and freedom from con- 
tamination, and have gained wide acceptance in 
industries where high quality is demanded, includ- 
ing transparent-paper manufacture and nuclear 
Castings are also produced in Monel, 
Nickel and Inconel. The shell-moulding foundry 
produces castings in a similarly wide range of alloys, 
for applications calling for a high degree of 
accuracy and surface finish. 


Valve Manufacture 


Castings for the firm’s valves, which are supplied 
to the chemical and petrochemical industries in 
many types, alloys and a wide range of sizes, are 
produced in both the sand- and shell-moulding 
foundries. For these services, it is required to 
produce pressures up to 
1,800 lb. per sq. ese castings are machined 
and in modern machine- 
shop. Many of the alloys are supplied in the forms 
of bar, stampings and forgings for a broad range of 
applications, including gas-turbine, motor and 
marine engineering. 
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One of the Langley Alloys’ inspectors dimension- 
ally checking the bottom half of a pump casing 
made in gunmetal and weighing 22 cwt. as-fettled. 


The manufacturing facilities at Langley are 
backed by a wealth of production experience and 
the company is continually developing new tech- 
niques and works processes. The firm’s technical 
service gives authoritative advice on matters con- 
cerning design and selection of materials, and their 
development engineers are in. touch with the latest 
advances in various branches of the industry—a 


FOUNDRY TRADE JOURNAL 


OCTOBER 22, 1959 


valuable exchange of information on materials and 
requirements is provided. 


Le Grand Western Foundries, Limited 


Founding at the premises of Le Grand Western 
Foundries, Limited, Southall, has been practised 
since 1875 and thus has quite a long history. In 
the course of its evolution, the establishment has 
developed from a small backyard foundry in what 
was a Stable in an orchard to the present buildings 
which are designed on orthodox flow-production 
lines, suitable for any form of manufacturing. The 
present foundry is housed in what was originally 
a machine shop, as, when it was decided to house 
machining facilities in another locality, the foundry 
management were offered the premises previously 
used for that purpose with a view to conversion 
to a more modern foundry than existed at that 
time. 

The work dealt with includes a variety of 
engineering jobbing castings, ranging in weight 
from a few ounces to 84 tons in iron, up to 15 cwt, 
in aluminium, and up to 26 cwt. in bronze. All the 
facilities of a self-contained unit are available, i.e., 
patternshop and laboratory. 


Special Features 


The foundry now has dispensed with all its 
stoving facilities for moulds, as a result of the 
adoption of the CO, Process for all large-size floor 
work, heavy castings and box work. Combinations 
of green-sand and CO. practice are regular features 
of the day-to-day production, using on occasions 
quite youthful labour for sizeable and important 
castings. Water blasting has recently been incor- 
porated as part of the general installation, together 
with sand reclamation and the recirculation of water 


BMD plant at Le Grand Western Foundries, Limited, Southall, for cleaning castings by high-pressure 
water jet; (left) view inside the blasting chamber, and (right) operating the “ gun” from outside the 
chamber. Settling tanks make possible sand-reclamation and re-use of water. 
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Typical small patterns produced and used by G. D. Peters & Company, Limited, Slough. Top left 
and right are patternplates for shell moulding, and the remainder are all aluminium matchplate patterns 
for small machine-moulding production. 


from the settlement pits.’ The old part of the firm 
is still kept in operation, mainly for the production 
of non-ferrous castings. Here again, it should be 
noted that one type of furnace of a proprietary 
type is in Operation quite successfully for melting 
various kinds of metal. Comparison between the 
old foundry and the new with regard to facilities, 
etc., will provide additional interest for the visitors, 
as will consideration of the methods of laying 
out of sizeable jobs before commencing pattern and 
corebox construction specially adapted for applying 
CO.,-hardening practice. Particular attention is 
paid to the assembly of block-core or mould parts 
to the virtual elimination of box-parts in some 
instances, except for safety purposes. 


G. D. Peters & Company, Limited 


G. D. Peters & Company, Limited, as it is known 
to-day, is the parent company of the G. D. Peters 
Group, and was founded in 1869 by Gordon 
Donaldson Peters, at Moorgate Works, Moorfields, 
in the City of London. At that time, the company 
operated in a very modest way, manufacturing rail- 
way seating and blinds and carriage springs. When 
G. D. Peters made an association with W. Pope 
& Sons of Gotha Works, Slough (also railway con- 
tractors), the joint venture started to expand, and 
by 1892, in addition to the original products, were 
producing gas-lighting and heating equipment for 
carriages. They also manufactured air-compressors 
and vacuum brakes. 

In the year 1897, further expansion took place 
and two more companies were drawn into the 


Side frame, weight 7 cwt., typical of the medium- 
size iron castings produced at G. D. Peters. 
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a>sovciation, these were the Patent Deep Stamping 
Company of Bermondsey and the Coil Clutch & 
Pulley Company of Bristol, which operated under 
the title of the Consolidated Engineering Company, 
Limited. The new association proceeded to further 
expand and extend the brake business and also 
continuously undertook the manufacture of new 
products. In the year 1905, G. D. Peters & Com- 
pany moved to Slough, and acquired the Consoli- 
dated Engineering Company, which was renamed 
the Consolidated Brake & Engineering Company, 
Limited, to function as a sales organization for the 
products of the companies, In the year 1909, G. D. 
Peters & Company became a private limited-liability 
company, and in 1916, was made a public limited- 
liability company. 

The Peters Group now comprises: G. D. Peters 
& Company, Limited; the Consolidated Brake and 
Engineering Company, Limited; Packaging 
Machinery (Peters), Limited; the British Air Brake 
Company, Limited; Timbrell & Wright (Successors), 
Limited; Hancock & Company, Limited (oxygen- 
gas cutters); Weldcraft, Limited (everything for gas 
and electric welding), and the Consolidated Brake 
& Engineering Company (South Africa) Pty. Limited. 
There is now hardly a country in the world where 
Peters products are not extensively used on either 
road or rail transport, or both. Recent further 
development has resulted in expansion in various 
departments, particularly in the foundry and 
patternshop. 


Foundry 


The old general foundry has been completely 
redesigned and reconstructed to meet increased 
demands and now houses very modern plant 
capable of a weekly output of 150 tons of ferrous 
castings. About 60 per cent. of the output is used by 


FOUNDRY TRADE JOURNAL 


OCTOBER 22, 1959 


Section of the iron castings 
fettling shop at G. D. Peters, 
with part of the continuous 
shotblasting plant in the back- 
ground. Note the use of pneu- 


matic hoists for transferring 
castings from and to the‘ roller 
conveyor. 


the group itself, the remaining 
40 per cent. being available for 
sale. The foundry is housed 
in a main building 180 ft. long 
by 120 ft. wide, comprising 
three bays each of 40-ft. span; 
this building contains all the 
ferrous and non-ferrous mould- 
ing plant and equipment. 

For the provision of iron 
melting, there are two No. 34 
Jackman cupolas working alter- 
nately, and having a daily out- 
put of 30 tons; metal is nor- 
mally produced to B.S.1450/17. 
Two smaller gas-fired furnaces 
supply the non-ferrous section 
with 600-lb. of gunmetal per day. 


On the machine-moulding section, close control 
is possible of the amount of old and new sand, 
bentonite and water required. Sand is mixed in a 
30-ton per hr. continuous sand-mill, and tests are 
carried out for moisture content, permeability and 
green-strength, ecc., in the laboratory testing booth. 
Sand for the heavy hand-moulding and light 
machine-moulding sections in the east bay is sup- 
plied from two smaller sand-mills with an output 
of 4 tons per hour each. This is delivered along 
the section by an overhead conveyor. Moulds from 
the mechanized plant are produced on two self- 
contained tracks, catering for either medium- or 
heavy-type moulding boxes. The medium-mould 
section is served by two jolt/rollover machines and 
two No. 44 jolt/lift moulding machines. Moulds 
from the heavy section are produced on two jolt/ 
rollover machines of larger capacity and two No. 44 
jolt/lift moulding machines. In the heavy hand- 
moulding bay castings of various sizes are pro- 
duced, typical box-part sizes being 6 by 2 by 2 ft. or 
6 ft. dia. by 8 in. deep. Light castings (i.e., up to 
30 lb.) are produced on two jolt/squeeze moulding 
machines in the east bay. 


Core and Cleaning Departments 


The core department is capable of producing any 
size of core required, either in oil sand or by the 
CO, Process. Small cores are made on the core- 
shooting machines available in this department, 
and dried in a continuous gas-fired oven. Where 
numbers are small, cores are made by hand. Large- 
size cores are made on the foundry floor, and then 
dried in a large batch-type oven. The sand is 
mixed in four sand-mills, giving a total output of 
34 tons per hour. For handling, overhead cranes 
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are available, their capacities being one 2-ton, one 
10-ton, and one 1-ton. 

To clean castings, the following equipment is 
available: —(a) Overhead conveyor-type Wheela- 
brator plant for continuous shotblasting of medium- 
size castings: (b) W.T.B.2A Wheelabrator Tumblast 
plant, capable of handling 3 tons per hour of small 
castings, and (c) 9-ft. by 6-ft. by 8-ft. high shotblast 
room for heavy castings (sizes up to 6 ft. by 5 ft. 
by 5 ft.). After shotblasting, castings are passed on 
to the grinding machines and fettling benches for 
trimming, and after careful inspection are delivered 
to the stores, where a paint-spray booth is installed 
for * priming” castings if required. A large area 
is available under cover for the storage of castings. 

A modern patternshop at the east end of the 
foundry ensures that patterns of high accuracy and 
quality are issued to the foundry, Full-time inspec- 
tion is carried out on all patterns of wood, metal 
or shell-mould equipment, and there is almost no 
limit to the size of pattern that can be produced. 

Customers of the Peters Group are also well 
catered for by the availability of the firm’s extensive 
machine shops, providing the customer, if he should 
desire same, the advantage of having his products 
very accurately machined to close tolerances and 
strict specification. 


Chubb’s (Wolverhampton) Anniversary 

Chubb & Sons, Limited, Wolverhampton, celebrated, 
on October 14, the company’s 50th anniversay in the 
Wednesfield Road factory to which it moved in 1909 
from London. During the evening the Hon. G. C. H. 
Chubb, chairman of the company, presented long- 
service awards to employees, and in his address he 
referred particularly to the presence at the jubilee 
celebrations of his father, Lord Hayter, who is 87. 
Later a colour film, produced by Mr. Leslie Tinklet, 
was shown and this depicted the activities of the Chubb 
companies in the UK, Canada, Australia and South 
Africa. 

On the evening of October 13, the company enter- 
tained a party of international bankers, and for their 
benefit, two strongroom doors, being made by the 
company for the head office of the Bank of Montreal, 
were displayed. The doors, made of stainless-steel 
inlaid with bronze, are 42-in. thick and incorporate 
combination locks as well as a time lock and automatic 
relocking devices. 

The company was founded at Portsea, Portsmouth, 
in 1818 by Mr. Charles Chubb, and entered the lock 
side of the business through his brother, Jeremiah, 
who was granted a special patent for a locking device 
that is still in use to-day. About 1820 the company 
established a lock-making plant in Wolverhampton, 
and in 1896 built a factory in Railway Street, where 
lock manufacture was carried out until the lock side 
of the business was joined with the safe factory in 
Wednesfield Road in 1938. 


THE ENGINE Of a diesel rail unit was among the 
equipment displayed in Derby Cathedral at the annual 
service for industry on October 11. The service, des- 
cribed as a “harvest of factories,’ was attended by 
representatives of workmen and management of dozens 


of Derby factories. Machinery was displayed in the’ 


aisles, and exhibits included clocks and pieces of 
electrical apparatus. 
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Law Cases 
Faulty Barrow Legs Cause Accident 


A barrow, the legs of which were stated to be the 
wrong way round, featured in a Middlesbrough 
County Court case brought by Mr. Frederick William 
Stirling (36) against Dorman, Long & Company, 
Limited. Mr. Stirling, a charger at the firm’s Acklam 
Works, alleged negligence against the company. He 
was awarded £73 damages. 

The plaintiff said that he was carrying iron ore in 
the barrow—classified as 35-X—to the bell of a blast 
furnace for tipping when, as he dropped the barrow 
in the normal way, its right leg damaged his foot. 
He explained that the barrow legs in this particular 
case protruded 3 to 4 in. more than was normal. 
Workmates told him that they had been put on the 
wrong way round. As a result of his accident his 
foot was bruised and he was off work 18 days. 


For the defence, Mr. K. Appleton, a chargehand 
boilersmith, said he kept a record of the barrows and 
saw the barrow which caused the accident. The defect 
had never occurred with any other barrow and it was 
unique. 

Giving judgment, Judge Clifford Cohen said he was 
more prepared to accept the word of an eye-witness 
than what was contained as an entry in a book. 


Widow’s Action Succeeds 


In the High Court before Mr. Justice Lloyd-Jacob, 
a Crawley (Sussex) widow, Mrs. Albertha Taylor, 
and her Il-year-old daughter, were awarded £4,000 
agreed damages against the Morgan Crucible Company, 
Limited, London, S.W.11. The action arose out of 
the death of Mr. Edward Taylor (41), a furnaceman 
employed by A.P.V.-Paramount, Limited, Crawley, 
when a furnace fell on him in November. 1955. A.P.V.- 
Paramount was also sued and was given judgment with- 
out costs against the Morgan Crucible Company. 


For the plaintiff, Mr. John Thomnson, QC, said that 
part of the furnace was made of cast iron, which 
fractured at the bolt holes allowing the furnace to fall. 
Criticism had been made of the use of this material. 


Mr. Fenton Atkinson, QC, for the Morgan Crucible 
Company, said the part was cast by highly reputable 
people and as far as the use of cast iron was concerned 
large numbers of furnaces of similar design had been 
sold without similar trouble. The one in question had 
been in use for three and a half years. 


Crane Ganger awarded Damages 


An accident in which a Rowley Regis (Staffs) man 
lost his left eye must have been an_ extremely 
painful one, said Mr. Justice Pilcher at Birmingham 
Assizes, awarding Mr. Frederick Ronald Carpenter 
£2,400 damages. Mr. Carpenter brought an action 
against his employers, Accles & Pollock, Limited, 
makers of seamless steel tubes, etc., of Oldbury (Staffs). 
The company admitted liability and the only matter 
for the court was to assess the amount of damages. 


Mr. A. E. James said that in February, 1958, Mr. 
Carpenter was working as a crane ganger. Part of a 
steel load fell from the crane sling on to him causing 
serious injury to his eye and face. 


Giving judgment, Mr. Justice Pilcher commented that 
Mr. Carpenter was still employed by Accles & Pollock, 
with whom he had been for 25 years. He was now 
earning about 25s. a week less than his wage as a 
crane ganger. 
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Mond Nickel Exhibition 


The Mond Nickel Company, Limited, is staging an 
exhibition at Marlands Hall, Southampton, from 
October 27 to 30. It will be opened on October 26 
by Rear-Admiral W. F. B. Lane, D.S.C., M.I.MECH.E., 
Director of Marine Engineering, Admiralty, and 
many guests from the foundry and ancillary industries 
and the metallurgical world are expected to attend 
the opening ceremony. Over 12,000 designers and 
technicians have been invited to visit the Exhibition, 
which features the properties of nickel, nickel-con- 
taining materials and the platinum metals, and 
to discuss the latest developments in the nickel 
industry with members of the company’s develop- 
ment and _ research department. The Exhibition 
will be divided into sections dealing with: mechanical 
and physical properties; corrosion-resistance; electro- 
deposition; strength at high temperature’; toughness at 
sub-zero temperatures, and welding, and will include 
working demonstrations, illustrations and specimens 
of materials. Each day a number of films will be 
shown relating to particular aspects of the Exhibition. 


Improved Gunmetal 

An improved gunmetal will be displayed, and its 
properties illustrated in a series of graphs. The new 
alloy, 85/6.5/3/3.5/2 Cu/Sn/Zn/Pb/Ni, has much 
better mechanical properties at both atmospheric and 
elevated temperatures than 85/5/5/5 gunmetal, and yet 
still retains the same adaptability to the production of 
pressure-tight castings. It is claimed that properly 
made castings in this alloy have a 0.1-per cent. proof 
stress of around 8 tons per sa. in., with a maximum 
stress of 16 to 17 tons per sq. in. in sections up to 
3 in. thick. The mechanical properties can now be 
— to those obtained from separately-cast test- 
ars. 


Other Prominent Features 

he marine application of nickel will be prominently 
featured. In 1942, the Admiralty adopted nickel/ 
aluminium-bronze propellers as standard equipment for 
M.T.B.’s and, in August of this year, a propeller with 
a cast weight of about 50 tons was produced at the 
works of Lips N.V., Drunen, Holland. This giant 
will be the only propeller fitted to the Tidewater Oil 
Company’s new 72,600-ton super-tanker being built at 
Dunkirk by Ateliers et Chantiers de France. Another 
interesting display will be a specially designed working 
model of the first automatic rhodium-plating plant ever 
built. The plant has a cdpacity of 240 items per hour 
and, handling eight pieces at a time, completes the plat- 
ing operation in two minutes. Rhodium is one of the 
platinum group of metals, and is bright and un- 
tarnishable, with a high reflectivity. The Inco-Mond 
organization refines this metal, and is responsible for 
the production of nearly half the Western world’s 
platinum metals. 


Electrical Engineering Course 


The first of a course of six lectures on “ Electricity 
Supply Regulations and Electricity Regulations made 
under the Factories Acts,” was held at the Manchester 
College of Science and Technology, Manchester, 1, 
yesterday evening, the other five lectures will be held 
on successive Wednesday evenings commencing at 
7 p.m. The fee for the course is £1 5s. Od. and appli- 
cations, which should be made to the registrar of the 
College, will be dealt with in the order in which they 
are received. 
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‘«‘ Education and Engineering ” 


The Herefordshire and South Worcestershire com- 
mittee of the Engineering and Allied Employers’ West 
of England Association recently held a conference at 
Malvern when the subject of discussion was “ Educa- 
tion and the Engineering Industry.” 

There was a lively interchange of opinions, Mr. 
F. A. Fielding, managing director of Heenan & Froude, 
Limited, Worcester, and chairman of the Association, 
saying that he thought that unless teaching in schools 
was directed on the right lines, neither industry nor 
technical colleges could give students the qualifica- 
tions required to rise to high executive posts. A 
Worcester headmaster, on the other hand, was of the 
opinion that the real weakness was in industry. “ You 
tend to expect from us the finished article instead of 
what I think you call a ‘ malleable casting ’,” he said. 

Mr. Fielding said that perhaps industry in the past 
had been at fault in accepting too many youths of 
mediocre standard, and that the schools should do 
more than arrange an occasional visit to a neighbour- 
ing works. He added that he would like to see small 
groups of headmasters and careers masters spending a 
whole day in companies in the area. 

Other speakers were Mr. D. D. Lindsay, headmaster 
of Malvern College, who did not think that it was part 
of his duty as a headmaster to recruit for any par- 
ticular industry or trade; and Mr. A. A. Part, Under- 
Secretary for Further Education, who was for a good 
general education in the schools, as there was plenty 
of time for specializing later. 

Finally Mr. Phillips, personnel director of Heenan & 
Froude, said that there were still many firms which 
held the idea that the only training needed in engineer- 
ing was a straightforward five-year apprenticeship on 
the shop floor. For higher level posts such firms re- 
cruited, or to put it more bluntly “ poached” qualified 
engineers from other firms. “It behoves us who want 
good men to train them ourselves,” he said. 


RoSPA Campaign for Safer Lifting 


A nation-wide campaign to prevent injuries caused 
by the application of incorrect personal lifting methods 
to goods and materials in industry has been organized 
by the industrial safety division of the Royal Society 
for the Prevention of Accidents (RoSPA) to com- 
mence on November 23. The campaign has been 
prompted by the concern expressed by industrial safety- 
officers about the apparent increase in the incidence 
of injuries from this cause, and its objective is to 
make people in industry more fully aware of the 
dangers of incorrect lifting or handling of goods and 
to make known the correct method. 

The system advocated by the campaign is that of 
“kinetic handling,” the principles of which have for 
several years been put forward by Mr. T. McClurg 
Anderson, director of the Institute of Human Kinetics, 
and the Central Council of Physical Recreation. This 
system requires the planning of the movement or 
lifting of an article as a series of co-ordinated opera- 
tions designed to take the carrier of the object from 
his starting point to his finishing point with the mini- 
mum of bodily effort; for this reason the campaign 
slogan “Correct Handling eases Effort’? has been 
selected. A whimsical character—Mr. Featherwate— 
has been created by the Society for this year’s cam- 
paign and he will appear on all posters, leaflets, book- 
lets, etc. Inquiries should be addressed to the Society, 


at 75, Victoria Street, London, S.W.1. 
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Notes from the Branches 


Australia (Victoria) 

This year, the Australia (Victoria) branch of the 
Institute of British Foundrymen celebrates the 21st 
anniversary of its foundation as an organization cater- 
ing for the technical needs of foundrymen, and accord- 
ingly the seventh annual convention of the branch, 
to be held in Melbourne from November 16 to 20, 
will be a rather special event. Notable people in the 
foundry industry, both in Australia and from overseas, 
will be lecturing and the programme also includes 
social events, works visits and trips to national under- 
takings, such as the Upper Yarra Dam. 

Following the opening of the convention at the John 
Storey Memorial Hall, Royal Melbourne Technical 
College, at 3 p.m. on November 16, the branch will 
hold its annual meeting and hear the presidential 
address. There will be a fellowship tea at 6 p.m. In 
the evening, commencing at 8 p.m., Mr. E. Longden, 
M.I.MECH.E., a past-president of the Institute, will 
deliver the first Tom Makemson Memorial lecture, “ A 
Review of the Highlights in the Experience of a 
Foundryman over the Past 50 years.” The next day 
will be devoted to the visit to the Upper Yarra Dam 
and a sightseeing tour, followed in the evening by a 
theatre party. 

On the Wednesday, technical sessions will be held 
in the Metallurgy School, Royal Melbourne Technical 
College, when the following overseas-sponsored papers 
will be presented:—‘‘* Manufacture of Automobile 
Cylinder-liners,” by G. F. Alexander (South Africa) 
and “Green-sand Principles Controlling Casting 
Quality,” by E. H. King, J. S. Schumaker, and R. W. 
Heine (American Foundrymen’s Society). The pro- 
gramme is made up with a paper from New Zealand 
(title not disclosed) and one entitled “ Gases in Metals 
in the Foundry,” by J. Prentice and R. Moore (New 
South Wales division of the Australian branch). 

A visit to the foundry of General Motors-Holden, 
Limited, is scheduled for the Thursday morning and 
afternoon, the evening technical session comprising a 
paper by Mr. E. Longden entitled “ Influence of Mould 
Conditions on the Soundness of Castings.” Another 
visit, this time to the works of Caterpillar of Australia 
Pty.. Limited, Broadmeadows, has been arranged for 
the Friday morning; delegates will have time to them- 
selves in the afternoon, and the convention concludes 
with the annual banquet at Union House, University 
of Melbourne. 


Lancashire 


The session’s first meeting of the Lancashire branch 
was held at the Midland Hotel, Manchester, at 
3 p.m. on Saturday, October 10, when a_ good 
attendance of members were present to hear the new 
branch president, Mr. C. M. G. Wallwork, deliver his 
presidential address. In this he outlined his views on 
the recent closing of a number of foundries, and 
endeavoured to forecast future trends within the 
industry. (Inter alia, he mentioned that it had been 
decided to install a bar in the meeting room for 
half-an-hour prior to each meeting, and for the same 
period after closure, in the expectation that this would 
help members to get together in a social atmosphere, 
and discuss their problems!) 

He then introduced the lecturer, Mr. L. W. Bolton 
(manager of the Morris Motors Engines Foundry, 
Wellingborough), who presented a paper entitled 
“Production of an Automobile Cylinder-head Casting 
in Grey Iron.” Mr. Bolton described in detail the 
pattern equipment, making of cores and moulds, and 
sand and metal control methods, stressing the fact that, 
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as the castings were machined on_ fully-automatic 
+ aan the limits of accuracy required were extremely 
ne. 

A vote of thanks to Mr. Bolton was ably proposed 
by Mr. R. L. Handley, and seconded by Mr. N. Cook. 
Discussion 

In the discussion which followed, a member asked 
if plastic patterns had been tried for this type of work, 
and what were the snags in making shell cores. Mr. 
Bolton replied that plastic patterns had been used 
successfully, although obviously they could not be 
heated. As to shell cores, in making these there was 
a possible danger of metal penetration and there was 
also difficulty in getting uniform sand, since the cores 
were made from pre-coated sand which, unfortunately, 
in his experience varied from batch to batch. To 
another member who wanted to know if the coal gas 
used for vent testing was ignited, Mr. Bolton replied 
in the affirmative. He said that the wires running 
through the stools in the coreboxes formed the vents, 
wax vents were not practicable. 

Asked: (a) if the metal composition of the core 
“carriers” was identical with that of the coreboxes 
and, (b) why it was necessary to cast the combustion 
chamber on top Mr. Bolton explained that the same 
aluminium alloy was used for coreboxes and “ carriers,” 
and the combustion chamber was cast in that way so 
that all the cores could be assembled on the “slab” 
core. If the chamber had been in the bottom, core- 
assembly would have to be done in the moulds. The 
corebaking oven temperature was around 500 deg. F. 

Details of the cleaning process were then asked for 
and in dealing with this Mr. Bolton said that “ jackets ” 
were hard to clean; for those parts which could not be 
reached by shotblasting it was advantageous to im- 
merse them in a molten alkali, caustic soda had been 
used for this purpose, and water was used to test 
volumetrically if the jackets were clean. 

The next questioner referred back to the variability 
of the sand and asked Mr. Bolton if he used oil- or 
cereal-bonded sand. He received the reply that the sand 
used was based on that from the knock-out. The 
ideal sand for jacket cores was Southport sand, and 
for moulds Congleton sand was used with additions 
of local “ open” sand to confer permeability, and here 
a resin bond was used. For the jacket core, the sand 
bonding material would be linseed oil and dextrin. 

Another speaker asked about the accuracy of the 
combustion chambers. He said he had been surprised 
at the variations which had occurred in cylinder-heads 
he had made himself, and he now thought that com- 
bustion chambers contour-machined from the solid 
were best. Mr. Bolton, however, said that he did not 
think that cylinder-heads could be produced in this 
way at a price customers would be prepared to pay. 

This concluded the discussion, and on behalf of 
members, Mr. Wallwork again thanked Mr. Bolton 
for his excellent lecture. The meeting was followed 
by a dinner and theatre-party arranged for members 
and their ladies. 


A SPATE OF ORDERS for a new type of pencil- 
sharpener has caused the Dudley penmaking firm of 
Joseph Gillott & Sons, Limited, to introduce shift 
working for the first time since the company was 
founded nearly 140 years ago. “A new four-hours’ 
evening shift, from 5.30 to 9.30, mainly of housewives 
who are busy with their homes and families during 
the day, has enabled us to increase output of the new 
produce by one-third,” said Mr. Nicholas Gillott, 
managing director of the firm and great-great-grandson 
of the founder. 
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Personal 


Mr. A. KIRKHAM has resigned from the board of 
directors of Sir W. H. Bailey & Company, Limited 
(Albion Works, Patricroft, Manchester) and joined the 
foundries division of David Brown (Industries), Limi- 
ted, Penistone. 


At the General Election on October 8, Mr. JoHN H. 
OsBoRN, a director of Samuel Osborn & Company, 
Limited, steelfounders, etc., of Sheffield, was elected 
Member of Parliament (Conservative and Liberal) for 
the Hallam Division of Sheffield. 


Mr. D. F. BeEYNon, labour manager, F. H. Lloyd & 
Company, Limited, has undertaken to open a one- day 
conference on “ Managing an Apprentice Association,” 
sponsored by the Industrial Welfare Society and to be 
held on October 28 in Birmingham. 


Mr. G. V. Wynne-Jones has relinquished his 
position of sales manager of Guest Keen & Nettle- 
folds (South Wales), Limited, in order to devote his 
time to his own business interests. He has been the 
company’s sales manager since 1955. 


Dr. J. W. MACFARLANE, managing director of the 
MacFarlane Engineering Company, Limited, Glasgow, 
has left for a business trip that will take in Australia, 
Tasmania, the USA and Western Canada. As vice- 
convener of Renfrew County Council, he carries greet- 
ings to the County of Renfrew in the province of 
Ontario. He takes with him a replica of the Renfrew 
County coat-of-arms and an illuminated address from 
the Lord Lieutenant of Renfrew. 


Dr. D. F. GattLoway, director of the Production 
Engineering Research Association, at Melton Mow- 
bray, returned to the UK on October 13 after a visit 
to Ziirich where he was the first Englishman to be 
elected world president of the International Institute 
of Production Engineering Research. Earlier he had 
undertaken a tour of Russia as head of a three-man 
mission the findings of which are to be collated in a 
report to be published at the end of this year. 


Armstrong Whitworth (Metal Industries), Limited, 
announce the appointment of Mr. IAN ROBINSON, as 
technical representative for the Sheffield area. Mr. 
Robinson (aged 34), studied engineering at the Keighley 
Technical College, and subsequently served with 
Handley Page, Limited, and Armstrongs Patents, 
Limited, York. Prior to joining Armstrong Whit- 
worth’s in mid-August this year he was employed in 
York by a firm selling building and engineering plant. 


The fifth Elbourne Memorial Lecture at the Royal 
Commonwealth Society on October 30 is to be given 
by Mr. HaROLD WILMOT, vice-president of the British 
Institute of Management. Mr. Wilmot is chairman and 
managing director of the Manchester locomotive 
engineers, steel, brass, and ironfounders, Beyer, Pea- 
cock & Company, Limited, and its subsidiaries and 
chairman of a number of other companies. The 
lecture has been given each year since 1955 on subjects 
of special interest to management. 


Mr. STANLEY SMITH, managing director of Fellows 
Bros., Limited, ironfounders, etc., of Cradley Heath 
(Staffs), and Stringer & Son (Cradley Heath), Limited, 
ironfounders, of Cradley Heath, and a director of a 
number of companies of the John Folkes (Lye Forge), 
Limited, group, Stourbridge (Worcs), has retired. After 
studying metallurgy at Smethwick Technical College, 
he gained experience as a metallurgical chemist with 
a public analyst in Birmingham. Before joining the 
John Folkes group, Mr. Smith, who is 40, gained further 


OCTOBER 22, 1959 


experience with the General Electric Company, Limited, 
and Guest, Keen & Nettlefolds, Limited, in 
Birmingham. 


The following appointments are announced by 
Ferranti, Limited, electrical and general engineers, etc., 
of Hollinwood (Lancs):—Mr. W. D. H. GREGSON to 
be assistant general manager of the company’s Edin- 
burgh factory, taking up his duties towards the end 
of the year; Mr. J. P. NEWBERRY to succeed Mr. 
Gregson as London area manager from November 1; 
Mr. P. McGREGor to the position of senior transformer 
sales engineer, London area, also from November 1: 
and Mr. J. C. Heywoop to be sales manager of the 
electronics department, being succeeded in the instru- 
ment department by Mr. H. L. HARRISON as depart- 
mental sales manager. 


English Steel Corporation, Limited, Sheffield, -have 
appointed the following special directors:—Mr. K 
CHATTERTON, chief engineer; Mr. A. M. SIMMERS, 
secretary and chief accountant: Mr. A. TayLor, chief 
accountant of the subsidiary companies. Mr. Chatter- 
ton joined the firm in 1958 after a career in steel 
and engineering in India and is responsible for all 
constructional and engineering activities of the parent 
company. Mr. Simmers was secretary and chief ac- 
countant of Firth-Vickers Stainless Steels, Limited, of 
which he is also now a director, before joining English 
Steel Corporation in 1955. Mr. Taylor joined the 


* Corporation in 1936 and is responsible for accounting 


procedures affecting manufacturing and selling opera- 
tions of the group. 


Sir STANLEY RAwsoNn, vice-chairman of John Brown 
& Company, Limited, has retired from the board of 
that company and from the boards of the subsidiaries 
on which he still sat—John Brown & Company (Clyde- 
bank), Limited, Wickman, Limited, Constructors John 
Brown, Limited, and S. B. Bridges & Company, Limited. 
Lorp CLITHEROE and Mr. Eric MENSFORTH have each 
been appointed a deputy chairman of John Brown & 
Company. Chairman of Borax Consolidated, Limited, 
and Borax (Holdings), Limited, Lord Clitheroe is also a 
director of Tube Investments, Limited, and other com- 
panies. Mr. Mensforth is chairman of Firth Brown 
Steels, Limited (Canada), and Firth Brown Tools 
(Canada), Limited, and managing director of Firth 
Brown Tools, Limited, and a director of many other 
companies. 


Mr. C. H. FRANKLAND, who has retired from the 
board of British Insulated Callender’s Construction 
Company, Limited, London, W.C.2, joined Callender’s 
Cable & Construction Company, Limited, in 1910 and 
on the amalgamation of that company with British 
Insulated Cables, Limited, he became manager, power 
and telephone cable contracts. He has been on the 
board of British Insulated Callender’s Construction 
Company since its formation in 1949. Mr. R. BETLEy, 
whose appointment as an executive director of the 
company is announced, first joined Callender’s Cable & 
Construction Company in 1919. He comes to his latest 
post from Canada, where he was a director and general 
manager of Phillips Electrical Construction Company. 
Mr. R. A. Turpin has been appointed manager of 
the Exeter branch—at 40, Whipton Village Road, 
Whipton (Devon)—of BICC. He succeeds Mr. H. F. G. 
BicKeR who has retired. 


The death has occurred of Mr. MARK CRAWSHAW, 


a former director of the Heckmondwike iron and steel 
firm of John France & Company, Limited, with which 
he was associated for more than 30 years. 
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Equipment and Supplies 


Small Air-cylinders 


To meet a demand for a robust, small-bore air- 
cylinder of light construction, Baldwin Industrial Con- 
trols, Brooklands Works, Dartford, Kent, have intro- 
duced three new basic models to their range. The 
sizes ‘are 3, 1 and 14 in., with strokes ranging from 
1 in. for the 3-in. bore size to 10 in. for the 14-in bore 
model. Cylinders can be either double- or single- 
acting, with spring return. These cylinders have been 
designed primarily for light holding, clamping, or 
similar jobs where small physical size combined with 
rugged construction are first considerations. The 
maximum air pressure specified is 150 Ib. per sq. in. 


Shell-mould Closing Machine 


Reynolds Hygrade Castings, Limited, Albion Foundry, 
Little Harrowden, Wellingborough, are making a 
closing press designed to give rapid and positive closing 
for the two halves of a shell mould, using an adhesive 
jointing compound—it can be used in conjuction with 
any method of making shell moulds. Briefly, 
the machine (Fig. 1) uses a multiple system of spring- 
loaded plungers which apply pressure uniformly to 


-both sides of a shell, the upper and lower plungers 


corresponding with one another: The upper set are 
mounted in a movable table which is lowered, by 
means of a pneumatic cylinder, on to the shell mould. 
This table, in effect, forms the movable head of the 
closing press. 


Two Lower Tables 

There are two lower mould-carrying tables, which 
move on rollers and are equipped with plungers corres- 
sponding to those on the movable head. These lower 
tables move laterally in such a way that one table is 
being loaded whilst the other is in the press. When 
pressure has been applied for the 
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can be accommodated, and it is stated that positions 
of the plungers may be altered to suit changes in mould 
design in a matter of minutes. 


Drum-storage Unit 


Powell & Company, Burry Port, Carms, South Wales, 
have designed a drum pallet made of rectangular-section 
hollow steel-tubing. It has no crevices to hold mois- 
ture, and is therefore suitable for use outdoors as well 
as indoors. Each unit carries three drums of 40/50 gall. 
size and may be handled by means of a fork-lift truck, 
the fork clearance being 2} in. deep. Although strong 
enough to permit tiering four high, each unit is light 
enough for one man to carry. They are symmetrical 
and reversible and permit safe and close packing of 
drums in the minimum possible space. 


Gearboxes: Electropower Gears, Limited, Kings- 
bury Road, London, N.W.9, have recently introduced 
a range of vertical flange and foot-mounting gearboxes, 
giving two or three speeds by change ratio. These are 
supplied as gearboxes only for direct coupling or belt 
drive, or as motorized units with, if required, electric 
motors. The range covers from } to 150 h.p. approxi- 
mately. Reversing gearboxes are also available cover- 
ing the same range. 


Heat-resistant Conveyor Belt : Dunlop Rubber Com- 
pany, Limited (Belting Division), Speke, Liverpool 24, 
have developed a new synthetic-rubber conveyor belt 
(Star-hete), designed to handle hot and abrasive 
materials. It will withstand temperatures of up to 
177 deg. C., and can be supplied with a carcase weight 


of duck, and in ply ratings, to suit all conditions and 
loads. 


Mr. PH. SCHNEIDER, director of the German Foundry 
Technical Association (VDG) and Editor of Giesserei, 
has been awarded the degree of Dr. Ing. by the Aachen 
Technical High School. 


correct time, and the upper head pyg 
lifted, the loaded table pushes the a 
table with the closed mould to the 
unloading position, where the 
mould is removed and the table 
reloaded. There are, therefore, 
three stations—for loading, closing 
and unloading—and the two lower 
tables shuttle backwards and for- 
wards through these stations. 


1.—Shell-mould 
closing machine with 
one pair of shells in the 
“ pressure - applied” 
position. Inset: clos- 
ing machine with both 
lower tables in the 
withdrawn position 
Under a new arrange: 
ment, the foundry divi- 
sion of Efco, Limited, 
Weybridge, Surrey, 


| Versatility 

| When using a powdered adhesive, 

the material can be applied to a 

: hot half-shell by means of a per- /tave been made manu- 

; forated tray, the holes of which facturing licensees for 
correspond with the pressure this equipment by 


points of the closing machine. A Reynolds Hy grade 
liquid adhesive is applied in the Castings, Limited, of 
conventional manner, and it is Wellingborough. 


claimed that the machine will cope 

equally well with cold, warm or 
i hot shells. Closing time depends 
upon the type of adhesive, but can 
be as short as 30 sec. when using 
a powder and hot moulds straight 
from the curing oven. In such a 
case, the machine would handle 
about 100 moulds per hr. One 
man only is needed to operate the 
machine, which will take shell 
halves up to 6-in. deep; pressure 
can be varied from a few Ib. up to 
5 cwt. Any number of plungers 
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News in Brief 


THE SEVENTH Commonwealth Mining and Metallur- 
gical Congress is to be held in Southern Africa during 
April and May 1961. 


NEW OFFICES at Alvajo, on the outskirts of Stock- 
holm, have been opened by Simmonds Aerocessories 
A.B., a member of the Firth Cleveland group. 


THE OFFICES AND FACTORY of Colloidal Graphite, 
Limited, have been transferred to Sheaf Island Works. 
Pond Hill, Sheffield, 1. (phone Sheffield 27397). 


BRASSFOUNDERS (GRIMSBY), LIMITED, entertained a 
number of local businessmen to a film show and coffee 
evening at the Royal Hotel, Grimsby, on October 14. 


The Nickel Technical Information Office, Johannes- 
burg, announces that James Brown, Limited, Durban, 
have been appointed licensees for the spheroidal- 
graphite cast-iron process. 


THREE VISITORS from an Oregon steel firm, Portland, 
USA, were among the guests at the annual dance of the 
sports club of Hadfields Limited, Sheffield, in the 
Cutlers’ Hall on October 16. 


MATHER AND PLATT, LIMITED, engineers, Manchester, 
have secured an order worth £220,000 from Russia 
for fish-canning plant. It is the second Russian contract 
booked by the firm since March. 


THE SEVENTH INTERNATIONAL CERAMIC CONGRESS is 
to be held in London from May 23 to 28, 1960. Details 
are available from the organizing secretary, Mr. H. O. 
Cox, 36, Victoria Street, London, S.W.1. 


THE GRANTHAM FIRM of R. H. Neal & Company, 
Limited, have received a contract from Red China 
valued at £300,000 for mobile cranes. It is thought 
to be the biggest order of its type gained by a British 
firm. 

A CONTRACT for a fleet of 120 Leyland Comet tipping 
chassis valued at over Rs. 40 Lakhs (over £300,000) 
has been placed with Ashok Leyland, Limited, of 
Madras, by the Central Public Works Department, 
Bombay State. 


AT SEPTEMBER 15 the average level of retail prices 
compared with the level at January 17, 1956, (taken as 
100), was 109, the same figure as at August 18. 
Calculated to one decimal, the September index was 
108-7 compared with 109-3 for August. 


SHEFFIELD WAS VISITED by Scunthorpe health com- 
mittee members and officials on October 15, to examine 
at first hand details of the city’s clean air plans. The 
problems of the two towns are similar since the main 
industry of both is steel manufacturing. 


OVERSEA SERVICE announces a six-day residential 
introductory course on the Middle East, which will be 
held at Dunford College, Midhurst, Sussex from Decem- 
ber 8 to 14. Details are available from Sir Herbert 
Todd, c.1E., at 2, Eaton Gate, London, S.W.1. 


THE MIDLAND REGIONAL OFFICE of the Board of 
Trade moved on October 14 to Somerset House, 
Temple Street, Birmingham, 2 (telephone: Birmingham 
Midland 8221). The Midland Regional Board for 
Industry moved to the same address on October 12. 


WORTHINGTON-SIMPSON, LIMITED, of Newark, Notts, 
announce an addition to their range of “*‘ Monobloc” 
centrifugal pumps. The new range designated type 
“DO,” comprises open impeller-type pumps with 
capacities of from 10 to 360 gall. per min. and heads 
up to 86 ft. 


THE GUATEMALAN MINISTRY OF ECONOMY has 
granted operating rights to Arenas Titaniferas del 
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Pacifico—a new firm—to exploit titanium, iron and 
other ores found in the black sands of the Pacific 
Coast. The concession, for a 25-year period, grants 
exclusive rights in specific regions of the south coast. 


G. HUNTER (LonpDon), LIMITED, report that owing to 
the continuing increase in demand they have closed 
their factory in South Benfleet and moved to Grays. 
Essex. The move has been made with the intention of 
centralizing manfacturing capacity at Grays where the 
complete range of the company’s products will eventu- 
ally be made. 

Howe. & Company, LimitTep, Wincobank, Sheffield, 
are sending a large consignment of steel tubes to 
Russia. This first order from the Soviet Union is 
worth £118,500 and delivery is expected to be com- 
pleted early next month. It was part of a larger order 
secured by Tube Investments group with which the 
firm is associated. 


THE LARGEST PROPORTION OF WORKS ACCIDENTS were 
caused through handling goods, and was nearly 12 
per cent. higher than accidents caused by machinery, 
said Mr. F. Crossley, safety officer at the Sheffield 
steelworks of Arthur Lee and Sons, Limited, when 
speaking to works apprentices in the Sheffield Library 
Theatre, on October 13. 

THE TWO 62-FT. CUPOLAS being erected at the new 
melting plant of the Dover Engineering Works, Limited, 
are designed to minimize the smoke nuisance from the 
works. It is undertsood that the installation, which 
will cost about £10,000, will use 165 gall. of cooling 
water per minute, taken from a well in the works 
and pumped under pressure through the installation. 


THe EIGHTH CoAL SCIENCE LECTURE was delivered 
by Sir Eric Rideal, F.r.s., Fellow of Trinity Hall, 
Cambridge, on October 4 at the Institution of Civil 
Engineers. The lecture embodied the thoughts of a 
distinguished chemist, having life-long experience of 
surface and colloidal phenomena, on the results of 
coal research and their possible fields of application. 


A FURTHER ORDER for cooling equipment for Iscon, 
Durgapur, has been placed with Heenan & Froude. 
Limited, of Worcester, by the Brightside Heating and 
Engineering Company, Limited. The latest order, for 
four large aquatowers and seven specially-designed 
air coolers, makes a total of 10 water coolers and 
25 air coolers, supplied by Heenan’s for Iscon’s various 
mills. 


RECRUITMENT for the iron and steel industry had 
recommenced, said the quarterly report on unemploy- 
ment in Rotherham on October 13. This was the first 
definite sign of a trade revival for more than a year. 
The wholly-unemployed register had fallen by 100 this 
year. Order books were in a much healthier state and 
the Exchange had been able to cancel one of its two 
paying-out days. The total number of unemployed was 
670. 


A £10,000 orpER for 12 mobile air-compressors has 
been obtained from the Greek Government by the 
Hymatic Engineering Company, Limited, Redditch. 
The compressors will be used to operate rock drills 
and concrete breakers in the Greek mountains, and 
are of the type which can be rapidly dismantled into 
separate units so that they can be carried on muleback. 
The contract was gained in face of competition from 
Continental manufacturers. 


ON BEHALF of an Australian company to be formed, 
the Federal Government has accepted the tender of 
Ransome & Marles Bearing Company, Limited. 
services, and 


Newark (Notts), for land, buildings, 
(Continued on page 366) 
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For Rapid Baking 


SUPINOL 
CORE OIL 


(Patent applied for) 


Reduce Baking 
Time by as much 
as 50%. 


HIGHER DRY STRENGTH THAN LINSEED OIL 
AT SHORTER BAKING CYCLES 


Economical in use 

More gallons per ton 

Not critical to Baking Temperature 
Cores uniformly baked 


MANUFACTURED BY 


F & M SUPPLIES LIMITED 


4, BROAD STREET PLACE, LONDON, E.C.2. 
Telephone: LONDON WALL 7222 (4 lines) 
Factory : Concordia Works, London, E.14. 


MANUFACTURERS OF 
Scientifically developed and controlled Foundry Products 


Prompt deliveries from stocks in 
GLASGOW - MANCHESTER - SHEFFIELD - BIRMINGHAM & LONDON 
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News in Brief 


(Continued from page 364) 


installations at the Government ballbearing factory at 

Echuca, Victoria. The tender price is £475,000 sterling. 

The company wil! buy work in progress, raw materials 

and the like, at an agreed valuation. The Echuca plant 

ae been conducted by the Department of Supply since 
43. 


A $600,000 (approximately £200,000) order for 
hydraulic equipment to be used in the building of a 
Canadian subway has been won by the Smethwick firm 
of Tangyes. Limited. The contract covers the supply 
of rams, cylinders, erector arms and pumps for tunnel- 
ling shields to be used in building the University 
Avenue subway at Toronto. It is stated that the 
order was secured against sharp international com- 
petition, the price and delivery dates being the key 
factors. 

A RIM AND WHEEL factory is to be established near 


Madras, India, by the Dunlop Rubber Company, 
Limited, in conjunction with T. V. Sundram Iyengar 
& Sons. A new company is to be formed under the 


name, Wheels India, Limited. The Dunlop Rubber 
Company’s contribution to the new enterprise, which 
will initially produce over 200,000 truck wheels per 
year, will be in the form of plant from the 
United Kingdom. Technical aid will be given by 
the Dunlop Rim & Wheel Company, Limited, 
Coventry. 


The ELEVENTH ANNUAL DINNER of the Foxboro-Yoxall 
10-year Service Club took place on September 11, at 
the Wimbledon Hill Hotel, London, when 117 long- 
service members of the staff attended. Seventeen new 
members were welcomed to the Club, and since this 
year’s dinner marked the 25th anniversary of the com- 
pany, there were also present six members who had 
completed 25 years service. The guest of honour was 
Mr. B. H. Bristol, president of the Foxboro Company 
in the USA, who presented the 10- and 25-year 
service emblems. 


DESOLATE AREAS of Australia’s inland are to be 
explored for minerals and oil. A party of six will 
leave Alice Springs this month to penetrate into un- 
explored country 500 miles to the west, in search of 
mineral deposits, and will take heavy transport to 
negotiate the semi-desert country. A mining survey 
party of 32 will search the far north of South Aus- 
tralia in 1960, for oil deposits in the Great Artesian 
Basin. The ground expedition will follow an extensive 
aerial survey, already made, and take three rotary 
drills and over 40 vehicles into remote areas. 


FIVE HUNDRED GUESTS attended a reception given by 
the Triumph Engineering Company, Limited at its 
Meriden Works on October 15. The reception, the 
first of its kind, was held to enable dealers to see 
the factory and meet the people concerned with the 
production and sales of Triumph goods. Nearly all 
the company’s dealers in the UK, and some from 
Norway, France, Belgium and Austria attended. Mr. 
Denis McCormack, president of the Triumph Corpora- 
tion, Baltimore, USA was also present. The guests were 
welcomed at a luncheon by Mr. Edward Turner, the 
managing director. 


A PROPOSAL TO FURTHER EXTEND the Smethwick works 
of the Midland Motor Cylinder Company, Limited, one 
of the Birmid Industries group, has been refused by 
Smethwick General Purposes Committee. The company 
wants to build a sand-reclamation plant but council- 
house tenants in the area recently staged a rent strike 
after alleging that dust, noise and smoke came from the 
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company’s nearby factory. Some members of Smeth- 
wick Town Council are opposing the refusal on the 
ground that it will stifle industrial development. They 
are urging the Council to reconsider the detailed plans 
of the company’s application. 


A FURTHER STEP towards providing after-sales service 
for Leyland, Albion and Scammell vehicle operators in 
Southern Africa has been taken by Leyland Albion 
(Africa), Limited, with an increase in its spares stock 
holding to £2,000,000. This spare parts investment, 
thought to be the biggest of its kind ever made in 
Southern Africa, represents nearly one-third of the 
Leyland group’s investment in assembly plants, build- 
ings, depots, vehicles and other developments in 
Southern Africa. The spares will be used to keep some 
12,000 vehicles continuously in operation at points as 
far apart as Kariba and the Cape, Swakopmund and 
Beira. 

THE MOST POWERFUL TURBO-GENERATOR in Britain 
came into operation at the Central Electricity Board's 
power-station at High Marnham, near Retford, Not- 
tinghamshire, on October 15. It is also believed to 
be the most powerful in the whole of Europe, and its 
output is sufficient to supply the demands of a city the 
size of Leicester. The generator is the first of five 
to be installed in the High Marnham power-station. 
It has a capacity of 200.000 kw. (270,000 h.p.) and when 
all the five generators are working the station will have 
a capacity of 1,000,000 kw.—twice the power of the 
Battersea power-station. 9,000 tons of coal a day will 
be consumed. 

Mr. H. E. MATTHEWS, national industrial officer of 
the National Union of General and Municipal 
Workers, was the guest speaker at a meeting in Birm- 
ingham, on October 13, of the Birmingham branch 
of the Institution of Works Managers. He urged that 
managements should co-operate with shop stewards 
and said that it was likely that in future the Trades 
Union Congress would be given more opportunity to 
intervene in disputes so as to seek a solution “ before 
they blow up.” The tendency for unions to put their 
problems over strikes into the hands of the TUC and 
to accept the final advice of the Congress had already 
begun and, he said, the trend was likely to grow 
though it would take time. The problems of small 
groups of strikers which menaced whole works was 
the result of mass-production methods in industry. 
In these circumstances it was essential that the unions 
should exercise their authority. 

AT A TWENTY-FIRST ANNIVERSARY LUNCHEON in Bir- 
mingham, on October 14, of the West Midlands branch 
of the Institute of Export, Sir Graham Cunningham, 
chairman of Triplex Safety Glass Company, Limited. 
declared that European Free Trade was bound to come, 
and forecast that agreement between Britain and the 
Outer Seven countries would be achieved by July | 
next year. The overall result. he said, would be reduced 
prices and an improved standard of living. Whilst some 
industries were liable to be hurt, it would be advan- 
tageous to Britain to enter into a free trade area with 
other European countries subject to many and varied 
limitations. Sir Graham advised exporters to anticipate 
the setting up of the free trade areas by preparing cata- 
logues in foreign languages, travelling abroad and seeing 
the markets at first hand. In the chair at the meeting was 
Sir Anthony Bowlby, director of Guest Keen & Nettle- 
folds, Limited, and national vice-president of the 
Institute of Export. 


Mr. MICHAEL G. COHEN is taking up residence in the 
US as a vice-president of George Cohen 600 Inc., the 
US company of the George Cohen 600 Group. 
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If you have a dust problem, we have an answer to it—an answer based on over 
30 years’ specialisation in industrial dust collection. During that time, we’ve 
settled pretty well every kind of industrial dust: metal, wood, plastic, food, 
chemical, and so on. We’ve done it with the help of up-to-the-minute scientific 
research and the widest range of equipment made in this country: filters, large 
and small unit collectors, wet collectors (particularly useful for fine or explosive 
dust), and complete plant installations. All our collectors are-self-cleaning and 
are designed for either fully or semi-automatic operation. 

See us for dust—and settle it once and for all. 


DALLOW LA M BER T dust control equipment for industry 


DALLOW LAMBERT & COMPANY LIMITED, THURMASTON, LEICESTER 
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Raw Material Markets 
Iron and Steel 


Consumption of pig-iron by the steelworks continues 
to grow to meet the increasing outputs of steel ingots, 
and additional demands are being made on producers 
for supplies, which are being obtained without diffi- 
culty. The usage of scrap by the steelworks is pro- 
portionately high, plentiful supplies being available. 
For the foundry pig-irons, the call for the different 
grades continues on familiar lines. Low- phosphorus 
pig-iron makers are disposing of substantial tonnages 
to the engineering and speciality foundries. Up to the 
present, deliveries from the several sources supplying 
this grade have been adequate, but in some brands 
supplies are becoming more restricted as demands 
increase. although overall production should be 
sufficient to fulfil the needs of the foundries. 

The demand for hematite is increasing, and some 
refined iron makers also report improved business. 
High-phosphorus pig-iron demand tends to fluctuate; 
recent demands have shown some increase, which is 
easily met from current outputs. Apart from some 
brands of the low-phosphorus irons, substantial ton- 
nages are held in stock by the furnaces in all grades 
of pig-iron. 

Efforts are being continually made to interest over- 
seas buyers in supplies, and reasonable tonnages are 
being shipped, mostly in the higher phosphorus ranges. 

The pattern of business among the ironfoundries re- 
mains the same. The motor vehicle trade maintains a 
high level of demand for high-quality castings from 
which the engineering and speciality foundries con- 
nected with them obtain good outputs. Production of 
castings at other foundries, however, is of a varying 
nature and, generally, is only moderate. Makers of 
light castings for the domestic trade maintain a fairly 
good rate of production, but there is plenty of room 
for improvement, while many of the light foundries 
catering for other trades are only moderately employed. 
The jobbing foundries are fairly well engaged, but much 
more business could be undertaken, and the same 
applies to the textile foundries. 

From all areas come reports of a substantial increase 
in the demand for steel semis, and supplying steelworks 
find it difficult to undertake the business now offering 
except, in most instances, for delayed delivery. The 
re-rollers continue to obtain much improved outputs 
of small bars and light sections, and the heavy demand 
for reinforcing rods continues. 


Non-ferrous Metals 


With no indication that the US copper strike and 
that at Braden’s El Teniente mine in Chile are coming 
to an end, copper is firm again in London and the 
quotation is going ahead steadily. Moreover, the out- 
look immediately ahead looks bright and all signs point 
to the quotation continuing its upward course until 
the strikes in America and in Chile have been settled. 
Indeed, a New York Commodity Exchange Newsletter 
States that as a result of the US strike about 120,000 
tons of copper has been lost, and there can be no 
doubt that stocks overhanging the American market 
must now be thinned down corisiderably. However, 
US prices remain unchanged, with producers quoting 
314 cents and custom smelters 33 cents a pound. 

In London consumers appear to be taking a more 
definite attitude towards the market and news that 
strike negotiations at Kennecott have again been 
suspended provided strong support to the London 
market, which was, in any event, heading toward 
higher levels following the drop in stocks held in 
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LME warehouses last week by 1,104 tons to 10,443 
tons. 

Tin is patchy in London and in New York and also 
in the East.. This is definitely due to the continued 
decline in US buying as a result of the long steel 
strike. In fact, the Singapore price slumped heavily 
at the beginning of the week, the immediate reason 
being the increased offerings of the metal, which rose 
to 250 tons on Monday. Nevertheless, the London 
price is holding up well and received some encourage- 
ment from the fresh fall in stocks last week by 537 
tons to 7,660 tons. In the US the market is quiet 
and the price has fallen below $1.02 a pound 

Zinc has been an outstandingly good market and 
prices are now at their highest in London since May, 
1957. Prompt metal has been scarce in recent months 
and when it became clear there was no metal avail- 
able for October delivery the quotation went over 
£96 a ton. Three months’ metal also rose, but more 
slowly, and the backwardation is now over £3 a ton. 
The outlook is good, a contention supported by recent 
statistics, which show that UK zinc consumption is 
running at a consistently higher rate than last year. 
In Canada the price has been raised by 4 cent to 
123 cents a pound for “Prime Western” grades in 
carload lots. In the US the market is steady and 
prospects are that the price will be raised in the near 
future when the steel industry gets back into its 
stride. The US price remains unchanged at 12 cents 
a pound. 

Lead continues friendless on both sides of the 
Atlantic. In London the price is holding the line at 
above £71 a ton. The New York spot price is still 
called 13 cents a pound. 


Plastics Sales 

Statistics of plastics materials in the second quarter 
of this year show that not only have sales fully re- 
covered from the slackness of last summer, but that 
once again they are expanding very strongly. Net 
sales of 128,000 tons in the second quarter of this 
year compare with 114,000 tons in the first, and 
100,000 tons in the second quarter of last year. The 
biggest expansion in sales once again occurred in 
thermoplastic materials; sales of all types of thermo- 
setting materials were higher than a year earlier. 
Although still small in terms of tonnage, sales of 
polyesters and epoxide resins continued to increase 
rapidly. Exports in the second quarter were a record, 
at 37,000 tons. The figures were compiled from returns 
from over 160 firms known to have been manufactur- 
ing plastics materials, whether for sale or for use in 
the production of plastic goods or incorporation in 
other goods. 


ISI Meetings 

The Iron and Steel Institute announce that the 
autumn general meeting will be held in London on 
December 2 and 3, and that the 12th Hatfield Memorial 
Lecture will take place in Sheffield on November 25. 
It is also announced that the annual general meeting 
in 1960 will be held in London from May 3 to 5, the 
annual members’ dinner being held at Grosvenor 
House, Park Lane, London, W.1, on May 4, 1960. 
There is to be a special meeting in Italy from May 
29 to June 11, 1960. 


THE OCTOBER ISSUE of the British Standards Institu- 
tion’s Newsheet lists under ‘“ New British Standards” 
No. 3140:1959 Fireguards for solid-fuel combination 
grates (3s.), and No. 3146: Investment castings in 
metal, Part I:1959 Carbon- and low-alloy steels (6s.). 
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From the 
Goodyear family tree 


BELTING THAT TAKES 
A LOT OF BEATING 


Whatever material you want to move, what- 
ever the conditions, you'll find the conveyor 
belt for the job in the Goodyear family tree! 
For abrasive coke or hot sinter .. . oily 
~~ materials or sharp stone .. . food and coal 
...a' job-designed ' Goodyear belt is your 
best choice for longest, low-cost per- 
formance. Special features include: good 
troughing, high impact resistance and flex 
life, and resistance to mildew. Get in touch 
with Goodyear now for Britain's most com- 


* Tough cover compounded to 
suit job 


* Breaker fabric between cover 
and carcass—where required 


* Plies of close-woven cotton 
duck, or synthetic ftbres, 
mildew inhibited 


* Skim coat between plies to 
increase flexibility, prevent 
separation 


* Substantial edge cover to 
resist wear 


THE GREATEST NAME IN RUBBER 
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Current Prices of Iron, Steel, and Non-ferrous Metals 


(Delivered unless otherwise stated) 


October 21, 1959 


PIG-IRON 

Foundry Iron.—No. 3 Iron, Crass 2, 10-ton lots or over: 
Middlesbrough, £21 6s. 0d.; Birmingham, £20 18s. 3d. 

Low-phosphorus Iron.—Over 0.10 to 0.40 per cent. P, 
10-ton lots or over. £23 5s. Od.. delivered Birmingham, 
£23 10s. Od., delivered Grangemouth. 

Cylinder and Refined Irons.—North Zone, £25 6s. 6d.; 
South Zone, £25 9s. Od. 

Refined Malleable.—P, 0.10 per cent. max.: North Zone, 
£26 6s. 6d.; South Zone, £26 9s. Od. 

Hematite.—Si up to 2 per cent., S. & P. over 0.03 to 0.05 
per cent., 10-ton lots or over: N.-E. of England (local iron), 
£24 14s. Od.; Scotland (Scotch iron), Zone S.1, £25 Os. 6d.; 
Sheffield, £26 2s. 6d.; Birmingham, £26 9s. Od.; Wales 
(Welsh iron), £24 14s. Od. 

Basie Pig-iron.—£20 3s. Od., delivered Staffs, Derbyshire, 
Notts, Lines, Rutland, Northants, and Leicestershire, in 
10-ton lots or over. 


FERRO-ALLOYS 
(Per ton unless otherwise stated, delivered) 

Ferro-silicon (6-ton lots and over).—45 per cent. Si, 
£40 Os. Od. to £42 10s. Od., scale 15s. Od. per unit, lumpy; 75 
percent. Si, £54 Os. Od. to £57 10s. Od., scale 15s. Od. 
per unit, lumpy. 

Ferro-vanadium.—50/60 per cent., 22s. 6d. per lb. of V. 

Ferro-molybdenum.—65/70 per cent., carbon-free, 12s. 10d. 
per lb. of Mo. 

Ferro-titanium.—20/25 per cent., 2-3 per cent. Cu, 
£250 Os. Od.; 38/40 per cent., commercially carbon-free, 
£287 Os. Od. 

Ferro-tungsten.—80/85 per cent., 10s. 3d. per lb. of W. 

Tungsten Metal Powder.—98/99 -per cent., 13s. 3d. per 
lb. of W. 

Ferro-chrome (6-ton lots and over, lumpy). —4/6 per 
cent. C, £77 0s. Od. to £81 Os. Od., basis 60 per cent., Cr, scale 
26s. Od. to 27s. 6d. per unit; over 6 per cent. C, £74 10s. Od. 
to £77 10s. Od., basis 60 per cent. Cr, scale 26s. Od. to 
27s. 6d. per unit; 2 per cent. C,* 1s. 7$d. to 1s; 10$d. per 
lb. Cr.; 1 per cent. C,* 1s. 8d. to 1s. 1ld. per lb. Cr; 0.15 
per cent. C,* Is. 9d. to 2s. Od. per Ib. Cr; 0.10 per cent. 
C,* 1s. 93d. to 2s. 0}d. per lb. Cr; 0.06 per cent. C,* 1s. 93d. 
to 2s. 04d. per lb. Cr. 

Metallic Chromium.—98/99 per cent., 6s. 10d. per Ib. 


Metallic Manganese.—94/96 per cent., carbon-free, 
£245 Os. Od.; 96/98 per cent., £275 Os. Od 

Ferro-columbium.—65/67 per cent., Cb+ Ta, 19s. 9d. 
per lb., Cb + Ta. 


Ferro-manganese (Standard).—78 per cent., £66 Os. 0d. 


SEMI-FINISHED STEEL 

Re-rolling Billets, Blooms, and Slabs.—Basic: Soft u.t., 
100 tons & over, £31 15s. 6d.; tested, 0.08 to 0.33 per cent. 
C, 6 to 35 tons, £33 15s. 6d.; hard (0.41 to 0.60 per cent. C), 
under 10 tons, £34 17s. Od.; silico-manganese, under 10 tons. 
£43 16s. 6d.; free-cutting, under 10 tons, £36 14s. 6d. 
Sremens Martin Acrp (under 10 tons): Up to 0.25 per cent. 
C, £41 1s. Od.; silico-manganese, £44 4s. Od. 

Billets, Blooms, and Slabs for Forging and for Stamping 
(under 10 tons).—Basic, soft, up to 0.33 per cent. OC, 


* Average 68-70 per cent. 


£38 10s. Od.; basic hard, over 0.41 up to 0.60 per cent. C, 
£39 12s. 6d.; acid, up to 0.25 per cent. C, £43 4s. Od. 
FINISHED STEEL 

Heavy Plates and Sections (under 10 tons).—Ship plates, 
(N.-E. Coast), £42 2s. Od.; boiler plates (N.-E Coast), 
£44 12s. Od.; floor plates (N.-E. Coast), £43 lls. Od.; 
angles (N.-E. Coast), £39 16s. 6d.; joists (N.-E. Coast), 
£39 12s. 6d. 

Small Bars, Sheets, ete.—Rounds and squares, under 3 in., 
and flats 5 in. wide and under, untested soft basic, 50 tons 
and over, £39 1s. Od.; under 10 tons to 4 tons, £40 18s. 0d.; 
under 4 tons to 2 tons, £41 3s. 0d.; hoop and strip, coils, 
100 tons and over, £38 Os. 0d.; uncoated strip mill coils, hot 
rolled, under 3mm. to 12g., 25 tons to under 50 tons, 
£43 16s. Od.; black sheets (hand mill), 24g., 10 tons and over, 
£57 14s. 6d.; galvanized corrugated sheets, 24g., 10 tons and 
over, £67 4s. Od. 

Alloy Steel Bars.—1 in. dia: and up: Nickel, £68 10s. Od.; 
nickel-chrome, £99 4s. Od.; nickel-chrome-molybdenum, 
£111 17s. 0d., in lots of 5 tons to under 10 tons. 


NON-FERROUS METALS 


Copper.—Cash, £243 10s. Od. to £244 Os. Od.; three 
months, £239 0s. Od. to £239 10s. Od.; settlement, 
£244 Os. Od. 


Copper Tubes, ete.—Solid-drawn tubes, 2s. 23d. per lb.; 
pods, 250s. 6d. per cwt. basis; 20 s.w.g., 285s. 6d. per owt. 

Tin.—Cash, £794 0s. Od. to £794 10s. Od.; three months, 
£794 Os. Od. to £794 10s. Od.; settlement, £794 10s. Od. 

Lead (Refined Pig).—Second halt October, £71 12s. 6d. 
to £71 15s. Od.; second half January, £72 10s. Od. to 
£72 12s. 6d. 

Zine.—Second half October, £96 15s. Od. to £97 Os. 0d.; 
second half January, £93 0s. Od. to £93 5s. Od. 

Zine Sheets, ete.—Sheets, 15g. and thicker, all English 
destinations, £125 12s. 6d.; rolled zinc (boiler plates), all 
English destinations, £123 7s. 6d.; zinc oxide (Red Seal), 
d/d buyers’ premises, £191 Os. Od. 

Brass Tubes, ete.—Solid-drawn tubes, ls. 103d. per lb.; 
sheets to 10 w.g., 202s. 9d. per cwt.; wire, 2s. 84d.; rolled 


metal, 202s. 9d. per cwt. 


Brass (Brazing).—BS1400, B3, £158; B6, £206. 


Brass (High Tensile).—BS1400, HTB1, £191; HTB2, 
£208; HTB3, £220. 
Gunmetal.—BS1400, LG2, £197; LG3, £207; Gl, 4% 


£258; G1, 1%, £246. 

Phosphor Bronze.—BS1400, PB1 (AID released), £292; 
BS1400, 90/10/1, £275. 

Leaded Phosphor Bronze.—BS1400, LPB1, £216. 

Phosphor Bronze Strip, ete.—Strip, 290s. 3d. per cwt.; 
wire, 4s. ld. per lb.; rods, 3s. 4}d.; tubes, 3s. 44d.; chill 
cast bars: solids 3s. 33d.; cored 3s. 43d. (CHARLES CLIFFORD, 
LIMITED.) 

Nickel Silver, ete.—Rolled metal, 3 in. to 9 in. wide X 
0.056, 3s. 10}d. per lb.; round wire, 10g. in coils (10 per 
cent.), 4s. 3}d.; special quality turning rod, 10 per cent., 
4 in. dia., in straight lengths, 4s. 2}d. All prices are net. 

Other Metals.—Magnesium, ingots, 2s. 3d. per Ib. 


Antimony, English, 99 per cent., £190 Os. Od. Quicksilver, 
ex-warehouse, £72 0s. 0d. Nickel, £600 0s. Od. Aluminium, 
ingots, £180 Os. Od.; aluminium bronze (BS1400), AB1, £243; 
AB2, £254. 
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EFF conveying by vibration has proved both economical and efficient. At the same 
time the versatility of this method has impressed everyone who has witnessed its 
performance. Apart from conveying a very wide range of materials over long distances, many other 
functions can be performed whilst conveying. Among these are cooling, washing, drying, scalping, grading, 
and numerous others. It is this versatility that has led to the wide use of vibration in the Foundry Industry, 


The Ajax Flexible Coupling Co. Inc., U.S.A. are recognised 


as being among the World leaders in Vibrating Equipment, 
and ‘ACME’ are their sole Licencees in this Country. 


Photograph on left illustrates an AJAX VIBRATING CON- 
VEYOR AND SCREEN integrated into a sand conditioning 
system. Shakeout sand is fed to the CONVEYOR ‘and 
oversize lumps are removed by passing the sand over a 
perforated plate. A magnetic Pulley at the discharge 
end removes metal particles. 


FOR FURTHER DETAILS WRITE FOR BULLETIN 307 TO: 


ACME CONVEYORS LIMITED 


ACME CHAMBERS, BRADFORD ST., WALSALL, STAFFS. Tel.: wavsall 5183-4 and6793 Grams: ACKNIGHT, WALSALL 
ACME HOUSE, SEAWARD STREET, GLASGOW, S.1 Tel.: South 2875-6 Grams: ACKNIGHT, GLASGOW 
Works at: Hillington, Glasgow 


Low Phosphorus 
Refined « Cylinder 
Hematite 
Malleable 
Derbyshire 
Swedish Charcoal 


Ferro Silicon(72-4%) 


Alloys Briquettes 
N.EMetals eAlloys 


WILLIAM JACKSe-(O 1D 
| ut eA Winchester House, Old Broad Street 

TELEPKONE:LONDON WALL 4779/8Linos/ London ,E.C.2. 

Birmingham,_ 2. Liverpool,_2. 
: 39,Corporation Street. 13, Rumford ‘Street. 
3375/6. CENTRAL: 1556 
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Company News 


S.G.B. (DUDLEY), LIMITED, manufacturers of fire- 
bricks, of Dudley (Worcs}—No dividend is recom- 
mended on the £150,000 ordinary capital for the year 
ended June 30, 1959, against 6 per cent. A loss of 
£10,146 was incurred, compared with a previous profit 
of £29,698. 


HEAD, WRIGHTSON & COMPANY, LIMITED, engineers 
and ironfounders, etc., of Thornaby-on-Tees (Yorks)}— 


A one-for-two scrip issue is announced. The directors’ 


forecast a total dividend for the year to January 31, 
1960, of 14 per cent. on the increased capital, against 
an equivalent 134 per cent., although they expect 
lower profits for the period. 

PICKFORD, HOLLAND & COMPANY, LIMITED, manu- 
facturers of refractories, etc., of Sheffield—The com- 
pany is reducing the distribution from 20 to 174 per 
cent. for the year ended June 30, 1959. The final 
dividend is unchanged, but the bonus of 24 per cent. 
is not repeated. Trading profits fell to £221,306 
(£325,499) and the net profit stands at £61,597 
(£95,034) after tax of £46,250 (£123,250). 


AURORA GEAR & ENGINEERING COMPANY, LIMITED— 
To provide capital for further expansion the company 
is to double the authorized capital to £500,000 by the 
creation of 250,000 redeemable cumulative 7 per cent. 
£1 preference shares. The directors are at present 
negotiating the acquisition of another business, but 
they are not yet in a position to give details, states 
Mr. P. J. Kirkman, chairman. A new statement to 


shareholders will be made before issuing any of the 
new shares. 


DUNLOP RUBBER COMPANY, LIMITED—The interim 
dividend of 4d. per 10s. ordinary unit on a capital 
increased by a one-for-four scrip issue is the same 
equivalent as paid on account of 1958, when total 
dividends were equal to 13 per cent. on the present 
capital. Group sales in the first half of 1959 were 
£7,000,000 higher at £127,000,000 and the half-year’s 
group net profit of £3,150,000 compares with £2,640,000 
in the first six months of 1958, of which £2,630,000 
(£2,030,000) is attributable to the parent company. 


Dowty Group, LimitED—Having regard to the 
changing pattern of the aircraft industry and in the in- 
terests of economy, the company intends, from April 
1, 1960, to amalgamate Dowty Equipment, Limited, 
Rotol, Limited, and its subsidiary, British Messier, 
Limited. This move is in line with national policy. 
It is proposed that the single company resulting from 
this amalgamation shall operate under the name of 
Dowty Rotol, Limited, the joint managing directors 
of which will be Mr. C. J. Luby and Mr. E. J. Nicholl. 


Lake & ELLiot, LIMITED, steel and ironfounders, 
manufacturers of pressure equipment for the petroleum 
and chemical industries, etc., of Braintree (Essex)—The 
chairman, Mr. C. J. Lake, says that a marked improve- 
ment in the demand for jacks in the latter months of the 
year to July 31, 1959, has not extended to steel and iron 
castings. Furthermore, he says, it is only by the 
keenest selling efforts that the foundries and machine 
shops in Braintree and Leven can be kept fully em- 
ployed. In meeting the fiercest competition in these 
fields, profit margins will be bound to suffer, he 
adds. Group net profits rose to £174,977 (£154,146) 
and the dividend is 124} (103) per cent. 


CROSSLEY Bros., LIMITED, manufacturers of diesel 
locomotives, marine and gas engines, of Manchester— 
Although the company seems to be caught up in the 
recession in heavy engineering, Mr. H. Desmond Car- 
ter, chairman, says that the board expects to obtain the 
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group’s share of whatever business is offering and its 
optimism for the longer-term future is maintained, 
Newer productions, which are promising well, are 
gradually being introduced and efforts to meet the 
shorter order-book situation include new developments 
in design, lowering of costs, and taking on sub-con- 
tracting work to keep up the load factor. The marine 
field continues to be the major activity. 


SMITH & WELLSTOOD, LIMITED, stove, range, and cater- 
ing-equipment manufacturers, of Bonnybridge (Stir- 
lingshire)—Diversification into the field of commercial 
catering and food service has led to research activities 
being increasingly devoted to the development of heavy- 
duty equipment, including gas and electric appliances, 
while maintaining and improving traditional products 
for use with solid fuel, steam, and oil. Orders so far 
received in the current year show a slight increase 
in the home market, but conditions are still difficult 
in the export field. Group net profit in the year to 
June 30, 1959, amounted to £69,310 (£68,251) and 
the dividend is raised to 104 (9) per cent. 


Cuas. Carr, LimiteD, manufacturers of non-ferrous 
castings, etc., of Smethwick (Staffs)}—The board has 
taken steps to expand the company’s activities by 
embarking on production of aluminium gravity-die- 
castings in aluminium bronze, says the chairman, Mr. 
E. C. Marsland. It will be necessary to incur consider- 
able capital outlay on new plant and machinery to 
enable the company to compete in the sale of such pro- 
ducts. Shareholders are warned that the current year 
will be an extremely difficult one, but the chairman 
says he has confidence in the ability eventually to place 
the business on a sound profit-making basis once 
more. The company’s net profit for the year ended 
June 30, 1959, was £5,378, against £7,322 in the 
previous year. 


Group profit, before tax, of the BRITISH ALUMINIUM 
CoMPANY, LIMITED, now a_ subsidiary of Tube 
Investments, Limited, for the seven months ended July 
31, 1959, was £1,439,007, compared with £2,210,266 
for the previous 12 months. A dividend for the period 
of 5 per cent. is being paid. The total dividend for 
1958 of 174 per cent.—an increase of 5} per cent.—- 
was paid to conform with the conditional proposal 
of the board while the take-over battle was in progress. 
The new chairman, Sir Ivan Stedeford, stated that he 
considered it highly improbable that the rate could 
be repeated for 1958-59. The balance of group profit 
for the period, after tax and minority interests, 
amounted to £689,388, compared with £1,024,058 for 
the year 1958, the trading profit amounting to 
£2,004.418 (£3,070,242). Tube Investments, in conjunc- 
tion with Reynolds Metals of the US, having acquired 
96 per cent. of the issued ordinary capital, the board 
has decided to set aside under a separate heading in the 
balance-sheet the balance of all reserves, including the 
carry forward of unappropriated profit, existing at 
December 31, 1958, after making anpropriate adjust- 
ments. 


SHEFFIELD COMPANIES which have made gifts for the 
improvement of the Cutlers’ Hall during the past year 
include :—James Neill & Company (Sheffield), Limited., 
£1,750 {reception and drawing rooms): English Steel 
Corporation, Limited, £4,000 (main hall); Firth Brown 
Tools, Limited, £921 (crystal chandeliers in the old 
banqueting hall); Samuel Osborn & Company, Limited. 
£750 (main hall); Edgar Allen & Company, Limited, 
£500 (crystal candle brackets in main hall); Newton 
Chambers & Company, Limited, £4,000 (ladies’ cloak- 
rooms). 
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Refractory Concrete 


for 


Furnace 
Foundations 


It saves money, labour, time and depth 


@ Has a high insulation value and affords maximum protection to the underlying 2 
structural foundations (9 in. thickness has the same insulating value as 12 in. of pee 
firebrick). 


@ Means monolithic construction and therefore cheap, quick and easy installation. 
@ Eliminates joints and reduces heat losses to a minimum. 


@ Is ready for service 24 hours after placing and also has a high cold strength. 


ie @ Is non-spalling under wide and sudden changes of temperature and stable under 
| ge load up to 1300° C. 


AREFRACTORY CONCRETE is the _ USE SECAR 250 ii 
(an iron-free white calcium-aluminate.cement ) 

adaptable refractory material, made with 
CIMENT FONDU Aluminous Cement Super Duty and Special Conditions 
and crushed firebrick. of: 


Higher temperatures up to 1800° C. rs 
Please send for further details Reducing atmospheres 5 


yr hi Resistance to Slag attack 
and photographic examples. Resistance to products of combustion . 


Write for booklet “ SECAR 250” a 


FOR SPEED STRENGTH 
RESISTANCE REFRACTORINESS 


¥ 


Trade 


Reg Mark 
ALUMINOUS CEMENT 


Manufactured by 
LAFARGE ALUMINOUS CEMENT COMPANY LIMITED Ae 
73, Brook Street, London, W.1. Telephone: MAYfair 8546 a 
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ECSC Record Steel Output 


An all-time record level of 5,538,000 tons was 
reached in the output of crude steel (ingots and cast- 
ings) in the European Coal and Steel Community in 
September. The August figure was 5,072,000 tons and 
in September, 1958, 4,794,000 tons was produced . The 
previous record month was October, 1957, when 
5,444,000 tons was produced. 


The effects of booming industrial production are 
now evident in all six Community countries and in 
each of them steel output was substantially higher 
than a year earlier. Increase in German production 
was outstanding, at 21.5 per cent., Italy showed an 
increase of 12.3 and the Netherlands 11.4 per cent. 
Belgium and Luxembourg were both about 8 per cent. 
up and France and the Saar 3.2 and 2.3 per cent., 
respectively. 


The September figures brought output for the first 
nine months of this year to 45,821,000 tons—4.7 per 
cent. more than the 43,779,000 tons of the correspond- 
ing period in 1958. The forecast of this year’s pro- 
duction is now a record total of 62,500,000 tons. 


Output of pig-iron and ferro-alloys in September 
was also substantially higher than a year earlier, 
reaching 4,058,000 tons, compared with 3,859,000 tons 
in August and 3,558,000 tons in September, 1958. 
This brought output for the first nine months of the 
year to 33,971,000 tons—3.8 per cent. more than the 
32,715,000 tons of the corresponding period of 1958. 


ECSC coal output last month rose sharply to 
19,408,000 tons from the low August level of 
17,751,000 tons, but was stifl nearly 1,000,000 tons 
below the total of 20,397,000 tons recorded in Sep- 
tember last year. The rise in stocks during September 
slowed down to negligible proportions. The Com- 
munity’s coal production for the nine-month period, 
at 174,139,000 tons, was 6.01 per cent. .below the 
total of 185,278,000 tons for January-September, 1958. 


Board Changes 


H. M. Hopson, LimitEpD—Mr. J. Cowell has been 
appointed a director. 


MANGANESE BRONZE & BRASS COMPANY, LIMITED— 
Mr. C. F. Deans has been appointed a director. 


LAPOINTE MACHINE TooL COMPANY, LIMITED—Mr. 
R. Holmes has been appointed to the board and will 
continue as secretary. 


DowsETt ENGINEERING CONSTRUCTION, LIMITED— 
Mr. J. M._N. Uren has been appointed to the board 
as an assistant managing director. 


[BROWN BAYLEY STEELS, LiMITED—Mr. James S. 
Ridges, commercial director, has retired at the age of 
65, but retains his seat on the board. 


TIMKEN ROLLER’ BEARING COMPANY—Sir John 
Pascoe, chairman and managing director of British 
Timken, Limited, has accepted an invitation to join 
the board of the American parent company. 


ENGLISH ELECTRIC COMPANY OF AUSTRALIA (PTY.), 
LimiteD—Mr. E. C. Fox, general manager of the 
English Electric Company of India (Pvt.), Limited, is 
to be managing director from the beginning of January, 
in succession to Mr. C. W. Goodman. Mr. Goodman 
has passed the normal retiring age, but will continue 
as chairman. Mr. Fox is succeeded as general man- 
ager of the. Indian company from November 1 by 
Mr. N. P. Dingwall. 
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Increases in Capita! 


W. P. Burterrie.D, Limitep, Shipley (Yorks), increased py 
£750,000, in 5s. ordinary shares, beyond the registcred capital 
of £750,000. 

NoRTHERN DrecastinG Company, Limitep, Burnley, increased 
by £12,000, in £1 ordinary shares, beyond the registereg 
capital of £13,000. 

_ MeTaLLuM ENGINEEKING Company, LimiteD, Cradley (Wores) 
increased by £9,000, in £1 ordinary shares, beyond the regis. 
tered capital of £1,000. " 
HaysripGe Steet Company, Limitep, Wellington  (Salop) 
increased by £65,000, in £1 ordinary shares, beyond the regis. 
tered capital_of £35,000. 
_ Bumpers Copper Tuse Company, Limrrep, London, W.C2 
increased by £100,400, in £1 ordinary shares, beyond the regis. 
tered capital of £50,100. : 
_ Visco ENGINERRING Company, Limirep, Croydon (Surrey) 
increased by £105,000, in £1 ordinary shares, beyond the regis. 
tered capital of £120,000. 
_ Parsons Company, Limitep, Stourport-on-Severn (Wores), 
increased by £475,000, in £1 ordinary shares, beyond the 
registered capital of £25,000. 
HaywarDs, Limitep, ironfounders, etc., of London, 
increased by £125,000. in £1 ordinary shares, beyond the 
registered capital of £125,000. 
BATH SteeL SHEET & GaLVaNnisinc Company, Limitep, Neath 
(Glam), increased by £525,000, in £100 ordinary shares, beyond 
the registered capital of £75,000 

Aston ALUMINIUM WareHouse Company, LimiteD, Edgbaston, 
Birmingham, increased by £20,000, in £1 ordinary shares, 
beyond the registered capital of £1,000. 

Hos. RyDER Company (MAncHester), brewers’ 
engineers, etc., of Manchester, increased by 55,000 £1 shares, 
beyond the registered capital of_ £20,000. i 

Brown, Davipson & Company, Limited, machinery manufac 
turers, etc., of London, S.W.1, increased by £24,000, in 4 
shares, beyond the registered capital of £1,000. - 

Wma. Wapswortn & Sons, Limitep, lift makers, hoist mam- 
facturers, etc., of Bolton, increased by £120,000, in 5s. ordinary 
shares, beyond the registered capital of £180,000. 

Witiram Heaton & Company, Limitep, brass and iron founders, 
etc., of Rotherham (Yorks), increased by £50,000, in £1 un- 
classified shares, beyond the registered capital of £50,000. 

Hii Company, Limited, engineers, metal and 
machinery merchants, etc., of Derby, increased by £38,000 in 
£1 ordinary shares, beyond the registered capital of £12,000. 

STamnLess DEVELOPMENTS, LIMITED, stainless steel instrument 
manufacturers, etc., of New. Barnet (Herts), increased by 
a in £1 ordinary shares, beyond the registered capital of 

Cintripe, Limitep, manufacturers of and dealers in sintered 
metals, etc., of Sheffield, increased by £20,000, in 20,000 un- 
——_ shares of £1, Beyond the registered capital of 


NATIONAL Stanparp Company, Limrtep, manufacturers of wire 
and wire braid, etc., of Kidderminster, increased by £225,000, 
in £1 ordinary shares, beyond the registered capital of 


£175,000 
Lonpon Works (BarLows), Limitep, iron and steel manu- 
facturers, etc., of Oldbury, Birmingham, increased _by 


£725,000, in 5s. ordinary shares, beyond the registered capital 
of £175,000. 


Granam & Brown, Limirep, engineers, etc., of Blackburn, 
increased by £22,000, in 10,060 ordinary. 10,030 preference, and 
1,910 unclassified shares of £1 each, beyond the registered 
capital of £10,000. 

oHN Hotroyp & Company, LiMiTED, mechanical engineers, 
etc., of Milnrow, near Rochdale (Lancs), increased by 

1,000,000, in 5s. ‘“‘B” ordinary shares, beyond the registered 
capital of £1,500,000. 

S. H. Herwoop & Company, Limitep (formerly S.H.H. (Man- 
chester, Limited), engineers, etc., of Reddish, near Stockport 
(Ches), increased by £161,900, in 287,800 ordinary shares of 
10s. and 18,000 preference shares of £1, beyond the registered 
capital of £100. 


Changes of Name 


Among companies which have recently changed 
their names are those listed below. The new titles 
are given in parentheses. 


Kenneth. Witmot, Limitep, Kendal Street, Clitheroe, Lancs 
(Neotechnic Engineering, Limited). R 

Davip Ercuetts & Son, Limitep, Bull Piece Works, Darlaston, 
Staffs (David Etchells (Machinery), Limited). 
H.N.J. Enoineerinc Factiities. Limitep, 124. High Street, 
Surrey & Tool Company, 


Dorking, 
Limited). 

E. T. DeveLopments, manufacturers of engines, motor 
cars, etc., of 4, Bennetts Hill, Birmingham (B.S.A. Develop- 
ments, Limited). 

Tunney (Mintnc & ENGINEERING Contractors) ComPany, 
LimitepD, 29, Wellesley Street, Shelton, Stoke-on-Trent (Tunney 
(Engineering), Limited). 


(Thompson Machine 
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